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TEGHNOLOGY 


Sterling boxes stay on the job! 


Modern foundry practice calls for boxes able to 
withstand terrific stress and strain. Sterling boxes can 
be made to any degree of strength and do not of course 
crack or break like cast iron. Moreover they can be 


machined to fine limits on the outside for working against stops. 


Long life in service, accuracy 
and assured interchangeability 
make Sterling the foundryman’s 


first choice. 


NG FOUNDRY SPECIALTIES LIMITED 
BEDFORD ENGLAND 
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CRAP 


for 


OHEN’S 


for 


SCRAP 


GEORGE COHEN | 


SONS AND COMPANY LIMITED 


RAW MATERIALS DIVISION 


Experts in Scrap since 1834 


WOOD LANE, LONDON, W.12 - Telephone: Shepherds Bush 2070 - Telegrams: Coborn, Telex, Londd 
And at Commercial Road, E.14 - Bidder Street, Canning Town, E.16 - Bath - Belfast - Kingsbu 
Hebburn-on-Tyne - Leeds - Luton Manchester - Middlesbrough - Sheffield + Swans 
Southampton - Brussels - Dublin - Nairobi - New York - Sierra Leone - Singapore - Takor 
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JACKMAN-BUILT OSBORN JET-CORE 
| AUTOMATIC CORE BLOWER 


FOR RAPID ECONOMIC 


PRODUCTION WITH 
ANY SAND 


IN WOOD OR IN METAL 
BOXES 


PUSH BUTTON OPERATION 
HIGH SPEED CYCLE 
JET BLOW ACTION 


QUICK CHANGE BLOW 
HEAD AND BLOW 
PLATES 


STATIONARY RESERVOIR 


VENTED 
DOUBLE BLOW PLATE 
FOR WOODEN BOXES 


TABLE HEIGHT RAPIDLY 
SET AND LOCKED 


HYDRAULICALLY 
) 
MACH. APPROX. CAPY CLAMP 
No. OF CORE CYL. DIA. 
910 
| 916 75 Ibs. 16” 
| 924 175 Ibs. 24" 
| J. W. JACKMAN & CO., LTD 
a9 a9 
Lond 
oe VULCAN WORKS - BLACKFRIARS ROAD - MANCHESTER 3 


.ingsbu 
Swans 


Takora Telephone : DEAnsgate 4648 three lines - Telegrams: Blast, Manchester 
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BARFiELD 


LOW PRESSURE 


ALUMINIUM DIE FURNACES 


(Mains Frequency Induction Heated) 


Simple to service 
No elements to burn out 
Motor Manufacturer and 
currently used for 
production of Aluminium 
engine castings 


No channels to clean 
No metal contamination 


Accurate 
temperature control 


/ 
FOR ALL HEAT-TREATMENT PURPOSES 


% URNACES 
\ A y *Developed in conjunction with Alumasc Ltd. and specially designed for their low 


pressure die casting process. 


WILD-BARFIELD ELECTRIC FURNACES LIMITED 


‘ELECFURN WORKS + OTTERSPOOL WAY - WATFORD BY-PASS - WATFORD - HERTS - TELEPHONE: WATFORD 2609) 


Over 30 furnaces supplied | 
to one well-known American 


8 


Witt 


Part of the large installation of - 
Wild-Barfield low pressure die = 
casting furnaces at Burton Latimer) = 
(Courtesy Alumasc 
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DU 


Goarse as grit... fine as fume; if you want to 
control it, collect it, separate it, extract it, 

the people to get in touch with 
are Filter-Heat Ltd. 


WHY? 


For a very sound reason. They are not committed to any 
particular method of dust collection but are concerned 
with one thing only—the best way to trap a particular 
type of particle. It might be done with cyclones or multi- 
cyclones, cloth filters, wet collectors or reverse-jet filters 
—or a combination of these. Filter-Heat make them all. 
But for cupola emission they would install their water 
screen grit and spark arrester, similar to the one illustrated 
which is shown complete with its specially designed 
settling tank. They have also considerable experience in 
the design of hoods for the control and collection of 
industrial fumes, dust and grit. If you have a dust or grit 
problem ring them up—at Rugeley 138; Leigh, Lancs 94, 
or (London) Abbey 3085. The name is... 


The Filter-Heat water screen grit 
and spark arrester was operating 


when the photograph was taken. 
Lo As you can see against the back- 
ground of blue sky only steam is 


escaping. 


(a subsidiary of Sutcliffe, Speakman & Co. Ltd.) 


33 MARKET SQUARE, RUGELEY, STAFFS. 


LONDON OFFICE: 2 CAXTON STREET, S.W.!1. NORTHERN OFFICE: GUEST STREET, LEIGH, LANCS. 
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Cc U PO LA tor enables cupola charging systems 
to be operated automatically with 
CHARGE LEVEL complete safety. It provides certain 


and consistent results with mini- 


I N Di CATO R mum maintenance. 


The full range of Foundry Products includes 


Brown Boveri Mould Driers The Elliott-i.D.L. indicator consists of a radio- 


Gravity Die Casting Machine isotope source gamma 
source is mounted in a protective housing on the 

we ae cupola at the desired level and the gamma switch 
diametrically opposite. Rays from the isotope cross 

Diamond Rotary Reactor the cupola and are picked up by the detector unless 

Sinex Vibrating Screens they have been interrupted by iron in the charge. 

Conveyors and Nneckouts The detector can be used to operate signal lamps 

Sinex Vibrating Crane Beams or bells or an automatic charging system. Single or 
two level indication can be provided. 

Escher Hot Blast Cupola Plants y 

Lo Smoke Die Sprays *% ACCURATE 


Crucible Melting Furnaces CONSISTENT 
SIMPLE MAINTENANCE 


; FOUNDRY & METALLURGICAL EQUIPMENT CO. LTD. 
Sole Selling Agents QUEENS ROAD - WEYBRIDGE - SURREY 


Weybridge 
Associated with Efco Ltd. and Stein & Akinson Ltd. 
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these Whiting 
wet arresters- 


and many more— 
been supplied 
by Incandescent 


Foundry Plant Division 


Acknowledgements to: 
Armstrong Whitworth 
(Metal Industries) Ltd 
W. & T. Avery Ltd 
Brightside Foundry & 
Engineering Co Ltd 
British Bath Co Ltd 
David Caird Led 
Clark, Chapman & Co 


t 
Guest Keen Iron & Steel 
Co Ltd 
R. J. Hunt & Son Ltd 
Midland Motor Cylinder 
Co Ltd 
George Oxley & Sons Ltd 
Richmond Gas Stove Co 
& P d 
j Stothert itt Le 
Write for leaflet FP.2 Westinghouse Brake & 


to Foundry Plant Division Signal Co Ltd 


INCANDESCENT 


THE 

INCANDESCENT 
HEAT CO. LTD. 
SMETHWICK ENGLAND 5/4F/60 


NRP 


4 withinthe past6 years 
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CUSTOMERS OF CARBORUNDUM 


“These FERROCARBO briquettes 
have certainly made a difference” 


says Wilf Woodcock. 


REGISTERED TRADE MARK 


In the foundry at Mather and Platt Ltd., where Wilf Woodcock 
works, they use FERROCARBO briquettes in the furnace 
charges, mainly to save on the cost of the pig-iron. And they've 
been successful —as Wilf says, ‘‘We've reduced the amount 

of pig from 50°, to 33%, making up with more scrap, which 
means that we more than save the cost of the briquettes. 

And the iron is beautiful. It’s clean and has good 
fluidity—even with poor quality scrap—and 

they tell me that the machinability has 


improved, too.”’ 


CARBORUNDUM can help you 


In most of the major industries of the 

world, CARBORUNDUM is helping top 

firms to make better products, to cut costs, 

and to speed production. In the sharply 
competitive climate of to-day, there are three 
main conditions for success: high quality, low 
prices and early deliveries. CARBORUNDUM can 


help you meet them all. 


REFRACTORIES THE CARBORUNDUM COMPANY LTD 
DIVISION TRAFFORD PARK, MANCHESTER 17 


Telephone: TRAfford Park 238! Telegrams: CARBORUND, TELEX, MANCHESTER 
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“| THOUGHT | HEARD SOMETHING!” 


You did, and it doesn’t require a detector as sensitive 
as this vast radio telescope to hear that many 
foundrymen and metallurgists rely upon us for their 
supply of special refined pig irons. 


BRADLEY & FOSTER LIMITED 
FOR QUALITY CONTROLLED REFINED PIG IRON 
DARLASTON STAFFORDSHIRE 


Telephone: JAMes Bridge 2353 (7 lines) Telegrams: BRADLEY DARLASTON 
A member of the Staveley Coal & Iron Co. Ltd. Group 
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Representing Italy’s 


foundry plant, machinery, 
ITALIAN FOUNDRY TRADE SUPPLIERS’ 

a ASSOCIATION equipment and materials 
= FORNI ELETTRICI A. TAGLIAFERRI Low-frequency induction furnaces for iron, i 
an Milan, Viale Certosa 59 steel and non-ferrous alloys. | 
IMPIANTI FONDERIE OLIVO Basie cold-blast cupola furnaces and ; 
Milan, Via Fabio Filzi 18 refractory linings. Special inoculants. 

OFFICINE BERNOTTI Electrical and fuel-fired melting and heat 

: Milan, Via P. da Cannobio 8 treatment furnaces. Mould dryers and core 

stoves. 
OFFICINE FRATELLI MUSSO MUTOR high-powered mullers. Sand 
Turin, Corso Bramante 56 rammers. Complete foundry plant for iron, 


steel and light alloy casting. 


a OFFICINE MECCANICHE Tools. Machines and complete foundry 
5 PRAMAGGIORE Turin, Via S. Marino 65 plant. Melting plant for iron foundries. 


Automatic moulding stations. 


OFFICINE COSTRUZIONI MECCANICHE = Pneumatic moulding machines. 
GERONZIO RABUFFETTI 


a 6, Via Calatafimi, LEGNANO 
" LUIGI ROSSIGNOLI & C. Bentonite. Moulding boxes. Ceramic 
43, Via Pr. Eugenio—MILAN strainer cores. Fluxes. Exothermic feeding : 
compounds. Foundry equipment. 

e For information apply to : 
AMAFOND - 
Piazza Belgiojoso, 1 Milan Italy Telephone: 80-32-41/6 KE 
BRAN 
Telep 


| 
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WINNER/ 


Ne AT is not ‘just another Blacking’! itis 
an entirely new type of Blacking and has been fully 
approved by some of the largest Foundries in the Country. 


NO 
Foundries making really large moulds in Loam or Dry 
Sand will find it an exceptional blackwash in every way 
—no limit to weight and no section too thick to produce 


a perfect strip. 
It is adequately bonded and has good penetration. 


- the ACE 
of BLACKINGS- af REE sample on request. 


WILLIAM CUMMING & GO. LTD. 


HEADjZOFFICE 
KELVINVALE MILLS MARYHILL GLASGOW N.W. 
Telephone: MARyhill 1033/4 : 
BRANCHES AT: 
FALKIRK ° CHESTERFIELD DEEPFIELDS 
[Telephone: FALKIRK 161 CHESTERFIELD 5314/5 BILSTON 41203/4 


| 
| he | 
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CONTINUOUS CONVEYOR BELT SAND MILL 


New, Revolutionary Design applies F.E.’s 
Proved Mulling Principles, and gives sand 
preparation processes in one compact unit. 


ch Unit Engineered to suit the application. > 2 
meailable in three standard sizes 
60/90, C.B.M. C.B.M. 150/225. 
4 
MIXING 
MULLING 
AERATION 
DISINTEGRATION 
and 
COOLING 
Mail us for leaflet 155 


WORLD PATENT 
APPLICATIONS PENDING 


General view of Con-Belt Mill handling 60 tons of sand per a 
hour—fully mixed, mulled and aerated (this same Mill can 
be set for up to a maximum of 90 t.p.h.)—for grey iron. 


60 
| itiol 
itio! 
h ae 
This is the onl le 
— is 1 n y 


60 t.p.h. Con-Belt Mill top mixing belt deck, 
itions hoppers, ‘first Disintegrator/Mixer and water 
ition’ and two mixing and mulling belt decks, each 
h aerator unit. 


¢ 


ling and roller assembly on first and second mixing 
mulling belt decks. All muller rollers power 
= at a different speed to conveyor belts. Muller 
rs cover full effective belt width and are free to 
and fall. Vertical divertors and ploughs between 

pair of muller rollers. 


FOUNORY EFFICIENCY 


Close up of top deck showing bond material 
and coal dust hoppers with vibratory feeders in 
front of main feeding and regulating hopper ; 
first Disintegrator/Mixer and adjustable air 
pressurized atomizer for intensive distribution 
of moisture. 


per hour! 


it ER | 
| 
Milflesigned for high outputs—up to 500 tons 
LEIGHTO ZZARD, BED? SHIR 
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THE HEWITT-ROBINS 


It is a distinguishing feature of FLOATEX Shakeouts that the vibrations, whilst fast and 

| thorough, are developed without shock. This has the double advantage of preventing damage 

| to the face of the moulding box, and also of being kind to the castings. As the vibrations 

| themselves are fully absorbed by supporting springs and are thus prevented from reaching 
| the foundations only simple foundations are required. Sizes range from a single unit 2ft. 


lume) by 2ft. up to a sextuple unit I7ft. by 34ft., capacity 150 tons. The size illustrated is a !2ft. 
fea) by l0ft. duplex unit, capacity 45 tons. Floatex Shakeouts can be engineered into any 


| existing Foundry Layout. 


Made under licence 
from Hewitt-Robins 
STONE-WALLWC 
| VICTORIA STREET, S.W.!. Telephone: ABBEY 7681-7 Telegrams: STONWALABB, SOWEST, LONDON 
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Mine was—and fume removal too, so | had a 


word with Spencer & Halstead. 
They examined the problem and installed 
one of their Spenstead 


Wet Type Dust Arresters. Presto the pro- 


blem was solved. 


For individual Dust Control 
Units or composite plant irstal- 
lation our advice is freely avail- 


able. Remember we extract 
the DUST from inDUSTry. Fare Wet Type Dust 


SPENCER & HALSTEAD LTD 


We solved his pro: 
™_ blem—what about FAN ENGINEERING DIVISION - OSSETT - YORKSHIRE 


yours? 


| Powney/S.20 


| | 17 
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TYPICAL MOULD CONVEYOR 
SHOWING SOME PLATES 
REMOVED, ALSO DETAILS OF AXLES. 
SIZES TO REQUIREMENTS 


THESE SAND MILLS, S.B. TYPE (SUPER 
BAILLOT) CONTINUOUS OR _ SEMI- 
CONTINUOUS ARE MADE FOR OUTPUTS 
FROM | to 30 TONS OF SAND PER HOUR.— 
THEY ARE THE HEART OF MECHANISED 
UNITS. 


FOR ALL FOUNDRY MECHANISATION PROBLEMS CONSULT:- 


— FOUNDRY MECHANISATIONS (BAILLOT) LTD. 
Offices Works: (DENBIGH ROAD, BLETCHLEY, BUCKS. 


BLETCHLEY 3354 Regd. Office 29, CROMWELL ROAD, LONDON, $7, Crems: “FOUMEC 


: 
e 
- 
— 
Z P : 
= 
3 
FM/3, 


| 
M/3, 


controlled 
consistency 


STANLEY EVANS 


STANLEY N. EVANS LTD. SERPENTINE ROAD, HARBORNE, BIRMINGHAM, !7 
TELEPHONE HARBORNE 0409 


QUARRIES FAIRFIELD BROMSGROVE WORCESTERSHIRE 


+ 
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SINCE 1888 


GUNMETAL BRASS 
PHOSPHOR-BRONZE 
LEAD-BRONZE 


APPROVED 


BRAZING METAL 


MANGANESE-BRONZE 
e ALUMINIUM-BRONZE 
e NICKEL SILVER e ALUMINIUM 
ALSO SELECTED SCRAP METALS 


THE CITY CASTING & METAL CO. LTD. 
BARFORD STREET + BIRMINGHAM 5 


—“Felegraphic Address: “Turnings” Birmingham Telephone: MIDLAND 0645 


Industrial 
Ovens 


THE N&ME- CONVEYING -OVENS 


F.J. BALLARD 
AND CO. LTD 
TIPTON, ENGLAND 
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| 
Sc 
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swing frame grinders with wh from 1: to 36 inches 
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FOR IRON FOUNDRIES 
Wheel hoods as devel- 
oped by the British Cast 
Iron Research Associa- 

tion can be fitted. 


Luke & Spencer Ltd., manufacture a la 


diameter. 


This 16 inch high speed swing 
frame grinder completely 
eliminates the dust problem. 
The dust is taken up at the 
point of suspension to ensure 
machine control and balance. 
It has been filmed in opera- 
tion by the Factory Inspec- 
torate and complies with all 
revelant regulations. 


FOR 
STEEL FOUNDRIES 
Wheel hoods as devel- 
oped by the British Steel 
Castings Research 
Association can be fitted 


uke & Spencer Ltd. VIADUCT WORKS, BROADHEATH, ALTRINCHAM, CHESHIRE. 


*Phone Altrincham 3281 ’Grams: Emery, Altrincham 
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FAITHFUL SERVICE TO THE FOUNDRY INDUSTRY 
(ESTABLISHED 1932) 


Send your enquiries to:— 


NICHOLL & WOOD LTD 


Manufacturers of Telephone HX 64484 


CHAPLETS & STUDS - STANDARD STUDS FROM STOCK - SPECIAL SIZES IN ANY 
SHAPE OR PATTERN MADE TO CUSTOMERS REQUIREMENTS AT SHORT NOTICE 


MOULDING BOXES 


Interchangeable - Accurately jigged 
and reamed. Withstand rough handling. 
Long life without distortion. 


Sizes and shapes to requirements. 


BILSTON STOVE & STEEL TRUCK CO. LIMITED 
BILSTON © Phone: BILSTON 41921 © STAFFS 


e Agents for FOUNDRY SUPPLIERS LIMITED. 
Southern England Cockspur St., London, $.W.|  ’Phone: TRAfalgar 1141 


— 
j 
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Heairy Duty 
1B} IMLID SLINGER 


ge fully automatic design or with co-ordinate control 


system sand quantity 60 cbm/h (35 cu.ft./min.) slinging up to 60m ‘sec. (196 ft. sec.) 


Stationary or mobile design @ total arm length up to 9,5 m (3! ft.) 
Slinger motor up to 100 h.p. @ inclinable ramming head @ also 
suitable for manufacture of moulds for cast steel. 


Plant with Gebr. Sulzer AG. Oberwinterthur/Switzerland. 


We design and construct mechanical and automatic foundry plants and individual! 
machines ° sand conditioning plants - conveyor plants * moulding machines 
slingers - automatic moulding units SHOT BLAST ROTOR machines 

hydraulic fettling plants - cupolas - charging installations - dust arresting plants 


Please write for leaflets and quotations 


ISCHE MASCHINENFABRIK 
RLSRUHE-DURL 


| 
| 
| 
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MOULDING 


BOX Jf 
BUSHES 


can save you money in six 
ways all at the same time. 


t. STANDARD SIZES—ODS and bores are sized 
to enable standard reamers and barstock to be 
used on the box without further machining. 


2. LONG LIFE —BAC Nitrided Bushes at over 
1050 VON outlast the ordinary bush many times. 


3. ACCURACY — Limits held to .002” on diameter 
or across flats. Less scrapped castings ! a 


4. RADIUSED INNER CORNERS —A detail 
refinement which improves performance. : 


5. RADIUSED LEAD-IN — Speeds up insertion. 


" : 6. AVAILABILITY — All standard sizes in stock. B 
It pays to bush with 
/ 
= 


BRITISH AERO COMPONENTS LTD., MONTAGUE ROAD, WARWICK. TELEPHONE 32 
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lhe Only 


TO THE 


FOUNDRY 
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ey to Secti Mould 


\ Send for 


booklet No 


Metallurgical Control use of Fluxes 3 
Clean Metal by using Ceramic Strainer 

Cores and Discs. oe ee ae 
Coal Dust additional to Facing and 

Backing Sand 
Silverskin Blackings, Plumbago and 

Mould Dressings. 
Cores using Crulin and Crudol 

Core Binders (Oil Bonded, Air Setting suid 

or CO.2 Binders). ee 
Moulds Parted with Beecro Silica Free 

Parting Powder or Beecrol Parting Liquid. .. 
Casting Feeding with Alsica 

Exothermic Feeder Heads. 
Moulding Boxes supplied by B.F.U. } 
Chaplets, Studs, etc. s 


6 
? 
8 
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is 
BRITISH FOUNDRY UNITS LTD., 


Sole Agents for The Vortex Foundry Machines. 


FOR THE ONLY COMPLETE SERVICE TO THE FOUNDRY 


RETORT WORKS CHESTERFIELD 


Telephone : 4157/8 Telegrams: RETORT” 
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NO. 


BLACKING 


PLUMBAGO MIXTURE 
for the 
hi STEELMOL for STEEL and SPECIAL IRON CASTINGS | 


HIGH CARBON BLACKING - CEYLON PLUMBAGO 
TERRA FLAKE + COAL DUST «+ GANISTER AND 
“ALUMISH” FOR ALUMINIUM 
Non-Silica PARTING POWDER 


JAMES DURRANS & SONS LTD 


PHCENIX WORKS & PLUMPTON MILLS - PENISTONE - near SHEFFIELD 
Telephone : PENISTONE 3121 and 3122 Telegrams : BLACKING, PENISTONE 


ad 
ees 
be 
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WORLD-WIDE SERVICE FOR FOUNDRYMED 


oseco 


Foseco International Ltd, Long Acre, Nechells, Birmingham 
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MANSFIELD 
MOULDING SAND 


travels long distances to meet the needs of 

the Foundry—to Scotland and South Wales, 

to Scandinavia and Singapore, and many 
other places overseas. 


Because QUALITY makes its 


journey worth while 


THE MANSFIELD STANDARD SAND CO. LTD. 
MANSFIELD - ENGLAND 


Telephone: Mansfield 24 


MACNAB « co. LTD. 


LATEST ENCLOSED, 

SAND PROTECTED, 

JOLT SQUEEZE 

MOULDING 
MACHINES 


THE BEST FOR CLEAN, 
ACCURATE AND WELL 
FINISHED MOULDS. 


MASSIVE YET 
SYMMETRICAL 
CONSTRUCTION. 
JOLT RAM—A 
REAL BLOW. 
SQUEEZESTOA 
SET PRESSURE. 
PATTERN DRAW- 
STEADY AND 3. 
SMOOTH. & 


Catalogues giving full details 
will be sent on request. 


| Tel.: PINNER 0600 
MACNAB & CO. LTD., 235 IMPERIAL DRIVE, HARROW, MIDDX. 
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UK FOUNDRY INDUSTRY 


The foundry industry of the United Kingdom is represented by the following organizations, 
many of whose proceedings are regularly reported in this JOURNAL :— 


lronfounding Employers’ Associations 
COUNCIL OF IRONFOUNDRY ASSOCIATIONS 

Chairman: M. J. Glenny, Dover Engineering Works, Limited, Talbot 
House, Arundel St., London, W.C.2. Director: K. Marshall. Ass. Direc- 
tor: J. W. Butler, Secretary: D. L. Farrant, 14, Pall Mall, London, S.W.1!. 
"Phone: WHitehall 7171. Participating Associations: British Cast Iron 
Research Association (affiliated); Institute of British Foundrymen (affili- 
ated), and the following:—Association of Automobile and Allied 
High-duty lronfounders. Secretaries, Heathcote and Coleman, 69, 
Harborne Road, Edgbaston, Birmingham, 15. "Phone: Edgbaston 4141. 
"Grams: “ Clarify,” Birmingham, 15. British lronfounders’ Associa- 
tion and British Bath Manufacturers’ Association. Director and 
Secretary: J. Galbraith Sneddon, C.A., 145, St. Vincent Street, Glasgow, 

. ‘Phone: Central 2891. ‘Grams: Groundwork,” Glasgow. 
British Grit Association (affiliated).—Secretary: J. Campbell Mac- 
Gregor, 10, Bank Street, Airdrie, Lanarkshire. British Malleable Tube 
Fittings Association.—Secretary: F. B. Ridgwell, 196, Shaftesbury 
Avenue, London, W.C.2. 'Phone: TEMple Bar 6052-3. 'Grams: ‘‘ Brima- 
tufia,” London. Cast-Iron Chair Association.—Secretaries: Peat, 
Marwick, Mitchell & Co., The Cast Iron Chair Association, Queen's 
Square, Middlesbrough, Yorkshire. Cast Iron Axlebox Association 
and National Ingot Mould Association.—Secretaries: Peat, Marwick, 
Mitchell & Company, GlossopRoad, Sheffield. ‘Phone and 'Grams: 
Broomhill 63031. Cast Iron Heating Boiler and Radiator Manufac- 
turers’ Association.—Secretar y: Stanley Henderson, 69, Cannon Street, 
London, E.C.4. "Phone: CiTy 4444. British Cast Iron Pressure Pipe 
Association.—Secretary: W. 1. Campbell, 14, Pall Mall, London, S.W.|!. 
‘Phone: WhHiitehall 7941. Cast iron Segment Association.—Secre- 
tary: W. Rose, Stanton Ironworks Company, Limited, P.O. Box 3, near 
Nottingham. Greensand Pipe Founders’ Association.—Secretaries: 
McClure Naismith Brodie & Company, 77, St. Vincent Street, Glasgow, 
C.2. 'Phone: Glasgow 9476. ‘Grams: “‘Lycidasm,” Glasgow. National 
Association of Malleable lronfounders.—Secretary: Miss L. Verity, 
M.B.E., Chamber of Commerce Offices, Tudor House, Bridge Street, 
Walsall. 'Phone: Walsall 5671. National and Midland lronfounders’ 
Association.—Secretary: F. W. Sims, 69, Harborne Road, Edgbaston, 
Birmingham. 15. Roll Makers Association of Great Britain.— 
Secretaries: Peat, Marwick, Mitchell & Company, Beaufort House, 
Newhall Street, Birmingham, 3. "Phone: Central 6661-3. 


NATIONAL FEDERATION OF ENGINEERING & GENERAL IRONFOUNDERS 


Chairman: Francis D. Drake, Drakes (Engineers), Limited, Ovendon, 
Halifax. Secretaries: Mann, o., 8, Fredericks Place, London, 
E.C.2. Constituent Associations: Ironfounders’ National Confedera- 
tion and National lronfounding Employers’ Federation. 


IRONFOUNDERS’ NATIONAL CONFEDERATION 


Chairman: F. D. Drake, Drakes (Engineers), Limited, Ovenden, 
Halifax. Secretaries: H. Overton, Salt & Company, !2th Floor, City 
Centre House, 30, Union Street, Birmingham, 2. "Phone: Midland 8427. 
Branch Associations: East and West Ridings. —Secretary: C. L. Carver, 
Ellerby Foundry, Ltd., Ellerby Lane, Leeds, 9. London, Home and Eastern 
Counties.—-Secretaries: H. Overton, Salt & Company, 30, Union Street, 
Birmingham, 2. Midlands.—Secretary: V.L. Nicholls, Grazebrook Foundry 
Limited, Blower’s Green, nr. Dudley, Worcs. "Phone: Dudley 5243! 
North Midlands :—Secretary: C. W. Hicks, Rolls-Royce, Limited, Nightin- 
gale Road, Derby. "Phone: Derby 42424. North Western.—Secretary: 
D. Swain, H. Overton, Sale & Company, 30, Union Street Birmingham. 


NATIONAL IRONFOUNDING EMPLOYERS’ FEDERATION 


President: E, Kenneth Gould, Saunders Valve Co., Ltd., Grange Ro-d, 
Cwmbran (Mon.). Secretaries: Mann, Judd & Co., 8, Fredericks Place, 
Old Jewry, London, E.C.2. ‘Phone: METropolitan 8613. ‘Grzms: 
““Manjudca Phone,” London. Branch Associations: Leeds and 
District lronfounders’ Association.—Secretary, F. H. Foster, H. J. 
Gill & Co. (Leeds), Ltd., 194, Cardigan Road, Leeds, 6. ‘Phone: 
52020. Leicester and District lronfounders’ Employers’ Association.— 
Secretary: C. S. Bishop, 8, New Street, Leicester. ‘Phone: Leicester 
58842. Liverpool and District lronfounders’ Association.—Secretary: J. S. 
Hassal, 16/18, Hackins Hey, Liverpool, 2. *Phone: Central 10114. 
Manchester and District lronfounders’ Employers’ Association.—Secretaries: 
Webb, Hanson, Bullivant & Co., 90, Deansgate. Manchester. ‘Phone: 
Blackfriars 8367. ‘Grams: ‘‘ Sound,”’ Manchester. Monmouthshire Foun- 
ders’ Association (incorporating Cardiff and District Founders’ Association).— 
Secretary: |. J. Smith, Tredegar Foundry, Newport, Mon. Phone: New- 
port 66771. ‘Grams: “‘ Rogerwinch,” Newport. North of England Iron- 
founders’ Association.—Secretaries: Mann, Judd, Gordon & Co., 61 
Westgate Road, Newcastle-upon-Tyne. ‘Phone: Newcastle 20836. 
"Grams: ‘“ Mannca,” Newcastle. North Staffordshire Ironfounders’ Asso- 
ciation.—Secretary: J. H. L. Beech, Bourner, Bullock & Co., Federation 
House, Station Road, Stoke-on-Trent. ‘Phone: Stoke-on-Trent 44245. 
Scottish lronfounders’ Association.—Secretaries: Mann, Judd, Gordon & Co., 
142, St. Vincent Street, Glasgow, C.2. "Phone: Central 2857. "Grams: 
“*Mannca,” Glasgow. Sheffield and District lronfounders’ Association.— 
Secretary: Frank Hepworth, 59, Clarkehouse Road, Sheffield, 10. 
"Phone: Sheffield 60047. ‘Grams: ‘‘ Emplofedra,” Sheffield. South 
of England Ironfounders’ Association.—Secretaries : Mann, Judd & Co., 


"Phone: METropolitan 


8, Fredericks Place, Old Jewry, London, E.C.2. 
613. ' Welsh Engineers’ and 


Grams: ‘‘ Manjudca Phone,” London. 
Founders’ Association.—Secretary: W.D.M. Davis, |, St. James Gardens, 
Swansea. ‘Phone: Swansea 59166. ‘Grams: “lrom’’ Swansea. West 
of England Ironfounders’ Association.—Secretaries: Mann, Judd & Co. 
8, Fredericks Place, Old Jewry, London, E.C.2. ‘Phone: METropolitan 
6613. ‘Grams: ‘‘ Manjudca Phone,”’ London. West Riding lronfounders' 
Association.—Secretaries: C. D. Buckle and Co. (Mr. S. é. Farley), 35, 
Cheapside, Bradford. ‘Phone: Bradford 25346. 


Other Employers’ Associations: 
BRITISH STEEL FOUNDERS’ ASSOCIATION 


Chairman: C. H. Kain, M.1.Mech.E., F.1.M., Lake & Elliot Limited, 
Braintree, Essex. Director and Secretary: J. Bolton. Broomgrove 
Lodge, 13, Broomgrove Road, Sheffield, 10. ‘'Phone and ’Grams: 
Sheffield 63046. 


ASSOCIATION OF BRONZE AND BRASS FOUNDERS 

President: A. J. N. Brown, Steven & Struthers, Limited, East Vale 
Place, Kelvinhaugh, Glasgow, C.3. Secretaries: Heathcote & Coleman, 
69, Harborne Road, Edgbaston, Birmingham, 15. "Phone: Edgbaston 


4141. ‘Grams: “ Clarify,” Birmingham, 15. 
LIGHT METAL FOUNDERS’ ASSOCIATION 
Chairman: W. Brown. Secretaries: Heathcote & Coleman, 69, 


Harborne Road, Edgbaston, Birmingham, 15. 
"Grams: “ Clarify,”” Birmingham, 15. 
FOUNDRY TRADES’ EQUIPMENT AND SUPPLIES 
ASSOCIATION 

President: W.E. Aske, Wm. Aske & Company, Limited, Victoria 
Works, Waterside, Halifax. Secretaries: Peat, Marwick, Mitchell 
& Company, 94/98, Petty France, London, S.\Vv.I. 'Phone: ABBey 
7515. ‘Grams: ‘* Crusades, Sowest,”” London. 

NATIONAL SOCIETY OF MASTER PATTERNMAKERS 


President: E. C. Rowen, Pattern Equipment Company (Leicester) 
Limited, Mount Road, Leicester. Secretaries: Fisher & Firkins, 
12, Cherry Street, Birmingham, 2. ’Phone: Midland 5100. 


"Phone: Edgbaston 4141: 


Technical : 
INSTITUTE OF BRITISH FOUNDRYMEN 


President: G. R. Shotton, F.1.M., Shotton Bros. Ltd, Manchester Street 
Foundry, Oldbury, Worcs. Secretary: G. Lambert, 14, Pall Mall, 
London, S.W.1. ‘Phone: WHitehall 7141-2. Branch Secretaries.— 
Australia (Victoria): G. D. Thompson, Melbourne Technical College, 124, 
Latrobe Street, Melbourne. Birmingham, Coventry and West Midlands: 
A. J. Crook, Idoson Motor Cylinder Co., Ltd., Hainge Road, Tividale, 
Tipton, Staffs. Bristol and West of England: G. W. Brown, Lyndhurst, 
Caincross Road, Stroud, Glos. E. Midlands: G. C. B. Lamb, 8, Holme 
Avenue, Little Eaton, Derbys. Lancs.: H. Buckley, 44, Woodbridge 
Avenue, Audenshaw, Manchester. Lincs.: Dr. E. R. Walter, Technical 
College, Lincoln. London: A. R. Parkes, Foundry Trade Journal, John 
Adam House, Adelphi, London, W.C.2. Newcastle-upon-Tyne: S. Forster, 
Armstrong-Whitworth (Metal Industries), Ltd., Western Road, Jarrow-on- 
Tyne. Scottish: A. Marshall, 60, St. Enoch Square, Glasgow. Sheffield: R. 
Wright, 71, Bramley Lane, Sheffield 13. Tees-side: G. Morris, Head Wright- 
son lronfoundries, Limited, G.P.O. 10 Egglescliffe, Stockton-on-Tees. 
Wales and Monmouth: L. Tarr, ‘* Glen Rise,” Church Road, Tonteg 
Pontypridd, Glam. West Riding of Yorkshire: F. Sutcliffe, 109, Highroad- 
well Lane, Halifax, Yorks. S.Africa: J. Steele, P.O. 346, Kempton Park, 
Transvaal, South Africa. Section Secretaries—Beds. and Herts.: 
W. Twaddle, 92, Great Northern Road, Dunstable. Coventry and 
District: M. R. J. Evans, 48, Stewart Street, Nuneaton, Warwicks. 
East Anglia: K. Bolton, British Steel Piling Company, Limited, Zenith 
Works, Claydon, Nr. Ipswich. Faikirk: J. Smith. 25, Strachan Street, 
Camelon, Falkirk. North East Lancs.: R. K. Jackson, Myrtle Dale, 
6 Allsprings Drive, St. Harwood, Nr. Blackburn, Lancs. Northampton 
and District: W. D. Ford, Morris Motors, Limited, Engines Branch, 
Nuffield Foundry, Wellingborough. Slough: R. J. Bown, 5, Cape of 
Good Hope Road, Chalvey. Southampton: Dr. O. P. Einerl, F.I.M., 
‘* Eos,” 23, Midanbury Lane, Bitterne Park, Southampton. Stoke-on- 
Trent: J. Bailey, Cooke, Bailey, Limited, Morley Street, Hanley, Stoke- 
on-Trent. West Wales: C. G. Jenkins, “‘ High Winds,” 26, Townshill 
Road, Sketty, Swansea. 


BRITISH INVESTMENT CASTERS’ TECHNICAL 
ASSOCIATION 


Secretary: John Bolton, 5, East Bank Road, Sheffield, 2. 
Sheffield 28647. 


"Phone 


Research Associations: 

BRITISH CAST IRON RESEARCH ASSOCIATION 
Alvechurch, Birmingham. 'Phone and Grams: Redditch 2715-8.’ 
Scottish Laboratorics: Blantyre Industrial Estate, Blantyre, Lanark- 

shire. "Phone 486. 
BRITISH STEEL CASTINGS RESEARCH ASSOCIATION 
East Bank Road, Sheffield, 2. ‘Phone: Sheffield 28647 
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1960 in Retrospect 

So far as the foundry industry is concerned, on the whole, 1960 has been 
one of good trading conditions. For the last six months, however, optimism 
has been tempered by a fear of recession due to a slump in the automobile 
industry, which adversely affects both the ferrous and non-ferrous foundries. 
A notable feature in recent times has been the growth of die-casting foundries 
and precision castings in general. The newer processes, such as the CO, 
Process and shell-moulding, continue to expand, the latter being more pro- 
nounced for the production of cores. Mechanization is still bounding forward 
and this country is so advanced in this field that recently very large orders 
have been secured from abroad by the foundry equipment firms. Whilst 
not wishing to be pessimistic, it is as well to realize that export of manufacturing 
plant inevitably creates potential sources of competition for the home founders 
as suppliers of components for exportable machinery—just as the export of 
textile machines from Lancashire eventually resulted in loss of overseas markets 
for cotton goods. 

Perhaps never has there been a year when the foundry industry was accorded 
such good publicity as in 1960. The International Foundry Apprentice 
Competition created widespread interest and was prominently featured in 
both the Press and on the air. Again, the banquet at Guildhall, graced by 
the presence of HRH Prince Philip, the Duke of Edinburgh, and organized by 
the Joint Iron Council, drew together a galaxy of people prominent in 
the affairs of State, science and industry. Thus it constituted a better and 
more lasting form of publicity to a more important public than could ever be 
created by daily-Press and radio announcements. 

The technical side of the industry has been brought together by the holding 
of several international and national conferences—that in Zurich, for example, 
being outstanding for both its brilliant organization and social activities and 
the worth of the technical data disclosed. At the IBF conference at Malvern 
Mr. G. R. Shotton presided with distinction, combining a businesslike manner 
with a flair for selecting appropriate phraseology which marks the accom- 
plished orator. With the growth of the Institute of British Foundrymen, the 
selection of towns with adequate accommodation for its conference par- 
ticipants becomes increasingly difficult and thought should be given to holding 
two meetings a year—perhaps a spring meeting in London and an autumn 
gathering either in the provinces or abroad. We are aware this would cut 
right across the activities of the International Committee of Foundry Technical 
Associations but it is still worth serious consideration. Among other con- 
ferences during the year notable for their technical value were those of the 
specialized type organized by the research and manufacturers’ associations of 
the industry. It is at these that the ““ men from the foundry floor ” can really 
get to grips with new problems that beset them in this rapidly changing foundry 
world. 
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Correspondence 
To the Editor of the FOUNDRY TRADE JOURNAL 


FALSE JOINTS IN MOULDING PRACTICE 

Sir,—Well now, Mr. Williams, it’s nice to hear from 
you and get your views on the above matter. In turn, 
you ask for mine, to which you're very welcome. The 
object've of the articles appearing from time to time 
in Craft Apprentices’ Corner is to attempt to outline 
some of the basic techniques used in foundry practice, 
for the benefit of craft apprentices who may not 
always be familiar with them, and at the same time to 
encourage such apprentices to think for themselves 
about the application of these techniques. 

i once heard it said that “there are roughly 2,000 
foundries in the UK, which means that there are 
roughly 2,000 ways of making the same casting.” Now 
this might be stretching it a bit, but the fact remains 
that different foundries do use different methods. After 
all, the business of a foundry is to produce good cast- 
ings at an economical cost, and old “ Tubal” reckons 
that any method which produces a good casting is a 
good method, but that does not necessarily mean that 
it’s the only method, or the best or the easiest, or the 
quickest, or the cheapest. What it does mean is that 
if you continue long enough with a particular method 
you are in danger of developing a one-track-minded- 
ness about it, very often to the point of refusing even 
to consider an alternative method. 

There are a number of factors which can influence 
the adoption of a suitable method for a particular 
casting—so much depends upon the type of casting, 
the number off, the equipment available, the overall 
cost, and so on. Old “ Tuba!” reckons that if you are 
satisfied with the method you are using and it suits 
your own foundry practice, well, go right ahead and 
use it, but always make allowance for the fact that 
the fellow in the foundry next door may know a 
better way. If he does know a better way then it’s 
odds-on he discovered it by thinking about it (that is, 
by adapting basic principles to suit particular needs). 
And if, as is evident from your correspondence, the 
article in question has set you thinking, then old 
“Tubal” is satisfied that it has, at least in some part, 
served its purpose.—Yours, etc. 


“TUBAL CAIN.” 


Forty Years Ago 


The JourNAL of December, 1920, is noteworthy as it 
carried an article by Dr. G. H. Clamer giving the first 
description of the Ajax-Wyatt induction furnace. It was 
among the first electric furnaces to be successful for 
melting brass and bronze. (Dr. Clamer is known to be 
still active in American foundry circles.) The names of 
two foundry concerns were included among new 
companies registered—the Northampton Foundry Com- 
pany, Limited, and David McDonald & Son, Limited. 
(As, in 1921, publication of the JouRNAL changed from 
a monthly to a weekly event, in future this feature 
will deal with a summary of the four or five weeks 
of any given month.) 


Bolton College Foundry Course 

Bolton Technical College reports that the first year 
of its course in foundry techniques and technology 
leading to the College diploma, is running to full 
capacity and is receiving the support of industry. 
Satisfaction with the course, the syllabus of which, 
more or less, follows that approved by the education 
committee of the Institute of British Foundrymen, has 
been expressed by H.M. Inspector of Education. 
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NSMP Notes 


The latest Bulletin issued by the National Society 
of Master Patternmakers includes the following infor- 
mation among information supplied to members :— 

uring March, 1961, a general meeting will b 
held in Glasgow, to which all master oe re en 
in the area will be invited. with the hope that they 
will become interested in the Society’s aims and 
achievements. The support of all members who may 
be able to attend will be warmly welcomed. ; 

The recent lecture given in London on the “ Shaw 
Process ” was well attended by members from London 
and the Midlands. The subject aroused considerable 
interest and lively questions followed Mr. Shaw’s very 
lucid explanation of the process and its potential 
use in the patternmaking industry. In view of the 
interest shown in and response to requests from 
members not able to attend, it is hoped to arrange 
for a repeat of the lecture in Birmingham early in 
the New Year, and also to circularize to all members 
a copy of Mr. Shaw’s paper. 

An advance notice is given of the Society’s annual 
general meeting and dinner/dance (1961); this function 
will be held on Saturday, June 3, at the Waldorf 
Hotel, Aldwych, London, W.C.2. It will be necessary 
for members to make their own arrangements for 
hotel accommodation, and they are urged to make 
reservations as sgon as possible. At this function, 
the Society will have the visiting Italian master 
patternmakers as its guests. 

welcome has been extended to new mem : 
Laws & Son (Staines), Limited, Langley Road Wale 
Staines, Middlesex; Lindley-Potterton, Limited, Twv- 
cross Street, Leicester; Leonard Hall (Patterns), 
Street, Sheffield, 10; and the 

erlan ‘attern Company, Limi 
Street West, Sunderland. 


Forthcoming Events 


JANUARY 3 
Institute of British Foundrymen 
Coventry section: ‘Effects of Technical Changes on Manpower 


Requirements,” 7.30 p.m., in the L > 
Herbert Art Gallry sad’ Meccan. the 


JANUARY 4 
Institution of Plant Engineers 
Edinburgh branch: “‘ Heating,” by A. ci é 5 
: Charlotte Sauare £ y A. A. Kidd, 7 p.m., at 25, 
Southern branch: Members’ discussion on 
at the Polygon Hotel, 


Leeds Metallurgical Society 
? Some Recent Developments in the Welding of Metals.” by 


. N. Gregory, 6 p.m., at the Uni i s 
end, e University Staff House. 


JANUARY 5 
Institute of Metals 


Birmingham local section: “Vacuum Technology,” by T 

orley, 6.30 p.m., at the College of ‘ sta 

Gree birmingham, Technology, Gosta 
endon local section: “ Metallurgy in Electronics,” b 

Hughes, 6.30 p.m., at 17, Belgrave Square, silica 


LANCASHIRE DyNAMO & CRypTO, LIMITED, a com- 
pany in the Metal Industries group, has received an 
order from Fairey Engineering, Limited, sub-contract- 
ing to Atomic Power Construction, Limited, for nearly 
400 permanent-magnet motors for operating the reactor 
control rods of the Trawsfynydd nuclear power-station. 


(a 
incr 
extr 
mad 
allo 
Alsc 
men 
too 
the 
mak 
core 
bur! 
core 
of 
fillet 

cuss 
kee] 
mur 
that 
mou 
cast 
have 
an 
weig 
ex pe 
ope! 

(h 


D 

A 
for 
alwi 
expt 

ever 
per 
| inve 
| 
me 
tabl 
= are 
a pr 
accu 
(c 
setti 
com 
the D 


DECEMBER 29, 1960 


FOUNDRY TRADE JOURNAL 815 


Calculation of Casting Weights 


By M. Callaghan* 


It is necessary to assess the weights of castings for a number of 
purposes in the foundry. The accuracy required depends upon the 
nature of this purpose, which may he in connection with handling, trans- 
port, ladle and melting capacity, or crane-loading capacity. However, 
probably the most important demand for weights is related to the 
costs for the estimates on which selling prices are based.. Foundries 
operating processes adapted to intricate or precision castings, base 
their prices on other factors, but the greatest number faces the weight- 
calculating problem, and will find this article of interest. 


Although it is important to estimate accurately 
for costing purposes, the man who expects to be 
always within one per cent. of the actual weight is 
expecting too much of himself, or his staff. How- 
ever, it should always be possible to be within four 
per cent. and any error over this figure should be 
investigated. 


Sources of Error 


(a) Every section-thickness of a casting tends to 
increase because patternmakers often leave a little 
extra metal behind the flanges; section thicknesses 
made by cores are less precise; and the machining 
allowance on heavy work is often more than stated. 
Also, the patternmaker’s experience of the require- 
ments of the moulder may result in his allowing 
too much taper. Another cause of error, beyond 
the estimator’s direct control, arises by the core- 
maker rapping boxes too much, especially if the 
core is tight, due to a sticky coremix, no taper, and 
burrs or roughness on the rubbing-faces of the 
corebox. The moulder, too, often creates a source 
of error by sleeking the mould and cutting large 
fillets where none, or few, are required. 

To reduce these errors, the estimator should dis- 
cuss with the production-staff practical measures to 
keep “ growth” of the section-thickness to a mini- 
mum. Many moulders will be surprised to learn 
that making 100 ft. only of 14-in. fillet in a large 
mould will add 14 cwt. to the weight of a steel 
casting—and a casting need not be so very large to 
have 100 ft. of fillet. It is necessary, therefore, for 
an overweight allowance to be added to many 
weight calculations, the amount depending upon 
experience, but kept to a minimum with the co- 
operation of the men concerned. 

(b) Another cause of error may avise from the 
use of wrong values in density and specific-gravity 
tables. It is well to remember that quoted figures 
are average values only. They can be depended 
upon for general use, but foundries which produce 
a proprietary metal should have a sample weighed 
accurately and the data recorded. 

(c) Never guess the weight of a casting before 
setting about the calculation, but make the mental 
comparison after completing it. The reason for this 


* The Author is teacher of patternmaking and foundry practice at 
the David Dale College, Glasgow. 


is that psychologically there is a tendency to work 
towards the figure which has been guessed, some- 
times leading one to cancel out correct working 
because it does not conform. It is necessary, too, 
mentally to check the accuracy of each step in the 
calculation after the result has been determined by 
the application of a formula. 

(d) Finally, care should be taken with approxi- 
mations. Making 0.28 into 0.3 for ease of calcu- 
lation may seem very little, but an error of 7 per 
cent. is being introduced which, in some cases, may 
be considerable. When approximating with small 
quantities, use the “tit for tat” system so that 0.28 
by 0.83 could be made 0.3 by 0.8 with very little 
harm being done. 


Estimating Methods 


There are three methods by which a weight 
estimate can be made, two requiring the pattern 
and the third the drawing only. 


(1) By ratio 

If the pattern is available, this method is the 
simplest, but the following exacting conditions 
apply. (1) The casting has to be without cores; 
(2) the pattern should be solid; (3) it must be made 
substantially from the same timber, and (4) it 
should not have any metal fittings, such as rapping 
plates or dowel plates—commonsense should be 
applied here, as when these items are small, they 
will give rise to only small errors. 


TABLE 1.—Ratios between Pattern Material and Casting Material. 


Pattern material. | Casting material. 


Alu- 


Grun- |} Cast Cast 
| minium. 


Type of timber. | metal. Brass. | steel. | iron. 
| — 

White pine .. 14.5 5.5 
Yellow pine .. | aa] ) 15.0 14.0 | 5.0 
Cedar ey a 13.0 12.5 12.0 11.0 7 
Mahogany... a 10.0 9.5 9,0 8.0 3.0 


The figures in Table 1 represent the number of 
times the weight of the pattern should be multi- 
plied to give the equivalent weight of the corre- 
sponding metal casting. For example, a yellow- 
pine pattern which complies with the conditions 
hitherto stated, and weighing 15 lb., will enable a 
casting to be produced in brass, which should 
weigh: 16.5 by 15, or 16.5 by 5 by 3, or 82.5 by 3, 
or 247.5 lb. as a casting. (Note: It is sometimes 
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Calculation of Casting Weights 


possible, as in this case, to use the factors of a 
number in order to calculate mentally.) 
(2) By displacement 

For this method, the pattern must be available, 
but the conditions imposed by method No. 1 (by 
ratio) do not arise in this case. A body will dis- 
place its own volume when immersed in water, so 
that if a tank is available, the procedure is as 


Fig. 1. 


follows :—Fill the tank to the point of overflowing, 
then gently immerse the pattern into it. The over- 
flow is then measured (Fig. 1). If no overflow is 
fitted to the tank, then the rise in the level of the 
water may be used as a basis for calculation 
(Fig. 2). A well-painted pattern will not come to 
any harm by a single immersion in water and the 
time and work saved may be great, whilst the 
volume assessment is very accurate. 


Fig. 2. 
TABLE 2.— Densities of Metals. 

Metal. | Lb. per cub. in. Lb. per cub. ft. 
Gunmetal 0.31 
Brass... ‘an 0.29 500 
Steel a 0.28 485 
Iron... 0.26 450 
Aluminium 0.092 | 160 


Cast iron is commonly calculated as four cub. in. 
to one Ib. to make for ease of calculation. This 
figure will be almost correct if the metal is soft- 
grey iron, but normally a four per cent. error is 
introduced by using this value as compared with 
that given in Table 2. This error of four per cent. 
under can, however, be added to the final esti- 
mated figure to bring it nearer the actual. As an 
example of this method of calculation (by displace- 
ment), the following can be considered. An intri- 
cately-shaped pattern is available to produce an 
iron casting. This pattern is immersed slowly into 
a tank of water, the overflow being caught in a 
2-gall. bucket, and the pattern held still when the 
bucket becomes full to allow the water to be tipped 
out. If 44 buckets of water are displaced this 
would thus amount to 9 gall. One gall. of water 
occupies 0.16 cu. ft., therefore 9 gall. occupies 
0.16 by 9, i.e., 1.44 cu. ft. As the density of cast 
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iron is 450 lb. per cu. ft. (see Table 2), the weight 
of the casting will be 1.44 by 450 or 648 Ib. (5S cwt, 
88 Ib.). 

The next example is worked in conjunction with 
Fig. 2. Here it is assumed that (1) no overflow is 
provided on the tank; (2) that the casting has cores; 
and (3) that the density of cast iron is taken as 
4 cub. in. per 1 lb. The procedure is as follows: 
A chalk mark is made on the inside of the tank 
at the water level, and the pattern is immersed 
slowly, a further chalk mark being made on the 
side of the tank above the original mark, when the 
pattern is below the water line. If the tank 
measures 5-ft. jong and 4-ft. wide and the water 
level rises by } in. when the pattern is completely 
immersed, then the volume displaced (in cu. in.) 


60 by s by 7 _ 4520 cu. in. IE the 


corebox is of simple proportions, its volume may 
be calculated and subtracted from above. If, how- 
ever, the corebox, too, is intricately shaped, then 
it should be loosely filled with dry natural-sand, 
the contents poured into a box or frame, of very 


would be 


simple proportions, and the sand surface made 
level—the depth of the sand is then simply 


measured (see Fig. 3). The frame in Fig. 3 is 2-ft. | 


square and the sand 14-in. deep. The volume of the | 


24 by 24 by 3 : 
To calculate the volume of the casting, the volume 
of the core is deducted from the volume of the 
pattera, viz., 2,520—864=1,656 cu. in. Its approxi- 
4 cu. in. to the 1 Ib. is 4 per cent. below, the 

error 1s a by 414 = 4 x 4.14 = 16.56 Ib. The 
estimated weight of the casting is therefore 
414 + 16.56 = 430.56 1b., or 431 Ib. to the nearest 
whole number. 

Possible errors can be eliminated in assessment 
of the volume of a core if the measuring frame 
has approximately the same top surface dimensions 
as the corebox, or if a smaller tip-out frame is used, 
it should be the same average-depth as the core- 
box. These conditions will maintain a sand 
pressure in the frame similar to that in the core- 
box, so that loss of volume due to compression of 
sand will be reduced to a minimum.. 


core would be then. 


mate weight will therefore be, 
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(3) Calculated volume 

This method (by calculated volume) is most 
common where the pattern is not available, and the 
estimate has to be made from the drawing. The 
process can be a complicated one, and many 
formule may need to be dealt with. As a result, 
the Author will attempt to suggest a method of 
simplifying the work, whilst maintaining a maxi- 
mum level of accuracy. 


| 


Fig. 4. 


Referring to the sketch of the cast-steel bedplate 
in Fig. 4, the first step to be taken in this method 
of calculation is to divide the end view into plates 
and mark out sketches of the cut-out portions 
(Fig. 5). 


Tabulate overall dimensions:— 
Solid sections (feet). 


Piece Length. Breadth. Thickness. No. off. 
(b) 73 3 + 2 
(e) 7% 2 
(d) i3 2 
Calculate:— 
341 
4 by 3 by 6 72 
31 by 3 by 2 93 
4 by 8 16 
31 by 5 by 2 155 
4 by 4 by 24 192 
13 by 2 by 2 26 
(d) —————- = — = 0°181 
12 by 3 by8 144 
Total: 11-551 cub. ft. 
Cub. ft. 
Tabulate cut-out portions:— 
Windows (feet). 
Pieee. | Length. | Breadth. | Thickness. | No. off. 
(f) 23 2 
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Calculate:— 
25 by 10 by 2 250 
e) ——————- = — = 0-289 cub. ft. 
24 by 12 by 6 864 
8 by 7 by 2 a 
= — = 0-777 cub. ft. 


3 by 6 by 8 9 
Total: 1-066 cub. ft. 
Volume of plates:— 
11-551 — 1-066 = 10-485 cub. ft. 


In this method of calculation, the next considera- 
tion is the fillets, the lengths of which are:— 
(4 by 73) + (2 by 74) + (8 by 1) + (8 by % 
i.e., 29 + 15 + 8 + 6, or, 58 ft. of fillets. How- 


Y 7 NN Fig. 5 (left). 
Fig. 6 (below). 


| 29° 
DIA 
rR 
gt 


ever, the weight per ft. of common sizes can be 
taken from Table 3. 


General formula for area of fillet: — 
R* 6:7655 


TABLE 3.—Weight of Fillet in lb. per ft. 


Size. Cast | 


Gun- | Brass. | Cast | Alu- 
R metal. | | steel | iron. | minium. 
sin 0.193 0.182 | 0.175 | 0.161 | 0.058 
lin 0.8 0.75 9.705 0.67 0.238 
14 in 1.72 1.62 | 1.55 1.45 | 0.512 
2 in. 3.25 3.05 | 2.95 2.75 | 0.97 
24 in 5.0 4.65 | 4.5 4.16 1.48 
3 in. 7.5 6.6 6.45 5.9 2.1 


From Table 3, 1 ft. of 14-in. fillet in steel= 1.55 Ib. 
Therefore, the weight of 58 ft. is 1.55 x 58 = 90 Ib. 
Volume of plates is 10.485 cu. ft. and the density 
of steel is 485 Ib. per cu. ft. (see Table 2), and 
their weight being the product of these two is, 
5,085 lb. The minimum weight of casting must 
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Calculation of Casting Weights 


include the weight of fillets and will thus become, 
5,175 lb. However, as a casting of this design 
will show a tendency to section growth, an allow- 
ance of three per cent. should be made, giving a 
final estimated weight of the casting as 5,330.25 Ib. 
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round the outside of the boss is et which 
is approximately 14 lb. Length of fillet round the 
inside of rim = 3.142 by 52.5 = 165 in. Weight 
per ft. of 1-in. fillet is 0.8 lb. (see Table 3). There- 
fore, the weight of fillet round the inside of the rim 


= SS 
ave 
7-625 
K 
Fig. 7 Fig. 8 Fig. 9 


Annular Castings 


When dealing with annular castings (Fig. 6), these 
are divided up for ease of calculation into rings 
(Fig. 7). The quickest formula to use in annular 
work is derived from Guldinus’ theorem where the 
volume of metal is found from the product of 7 
oy the mean diameter (MD) by the cross-sectional 
area (CSA), written thus:—z MD by CSA. 

7 is 3-142, and MD is, outside dia. + inside dia. 


5 


The mean diameters for the three rings in Fig. 7 
are calculated as follows:— 


2 ft. 7 in. + 2 ft. 


(Top) MD = = 2 ft. 34 in. 
2 
4 ft.6in. + 2 ft. 
(Centre} MD = =: 3 ft. 3 in. 


4 ft. 6in. + 4 ft. 43 in. 
(Bottom) MD - 


= 4 ft. 5} in. 
Volume = 7 MD « CSA 


(Top) Volume 3-142 x 27:5 x 3-5 x 3:75 
= 1,130 cub. in. 
(Centre) Volume 3-142 x 39 « 15 x 0-875 
= 1,600 cub. in. 
(Bottom) Volume 3-142 x 53-25 x 7-625 x 0-75 
= 957 cub. in. 


Total volume = 3,687 cub. in. 
As weight = Volume by density 

Weight of rings = 3,687 by 0-31 (see Table 2) = 
1,143 lb. 
To find the weight of the fillets, their lengths 
need to be known. These are, in this instance, 
circumferences of circles found by multiplying the 
diameter by (written  D). ‘The length of fillet 
round the outside of the boss is 3.142 by 31 = 
97.5 in. Weight per foot of 14-in. fillet is 1.72 lb. 
(see Table 3). Therefore, the weight of the fillet 


s 105 by OF = 11 Ib. Minimum weight of cast- 
ing = 1,143 + 14 + 11 Ib. = 1,168 Ib. In this 
instance the section thickness is likely to increase 
on the inside of the rim so an increase of two per 
cent. should be added to the weight of the casting, 
giving a final estimated weight of approximately 
1,192 Ib. 


Estimation of Irregular Shapes 

Method 1: Squared paper 

The simplest method of finding the area of large 
irregular shapes is by using:squared paper. These 
paper “templates” can be made by using a piece 
of ordinary tracing paper, which should measure 
standard imperial-size of 22 by 30 in. On each 
sheet is drawn a series of 1-in. squares to con- 
venient scales. e.g., 6 in. to 1 ft., 4 in. to 1 ft., ete. 
For estimating areas, the appropriate sheet of 
squared-up tracing paper is selected (i.e., squares 
of the same scale as the scale used in the drawing), 
and this is then laid over the drawing. The area is 
calculated by counting the number of squares inside 
the boundary of the figure. The counting can be 
reduced by the use of heavier lines which block 
off a large group of squares, i.e., 10 by 10, 5 by 5, 
etc. (see Fig. 8). The possible error here lies in the 
accuracy of the scale used in both the drawing and 
the squared paper, and, therefore, the overall sizes 
of the scale of the drawing should be checked before 
progressing, although this is usually found to be 
correct. Taking Fig. 8 as an example, the volume 
of this is 234 by 14 = 351 cu. in. 


Method 2: Stepping-off 

If a casting is parallel in section although the 
profile changes, the mean length may be found by 
stepping-off the scaled (14 in. to 1 ft.) sketch with 
dividers (see Fig. 9). The series of dots along the 
centre-line indicates the distances marked out by 
the dividers. For example, if the compass was set 
to 1 in. and stepped off 11 times, the mean length 


| by 11 by 1? _ 11 in. Area = 11 by 1, 


would be 8 by 15 
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i.e., 11 sq. in. The area of the flanges would be 
estimated as already described. 


Application of methods I and 2 

When surfaces are irregular in two directions, a 
combination of the previous principles is used (see 
Fig. 10). Referring to Fig. 8, the volume is found 
in four steps, viz. (1) Squared paper to the appro- 
priate scale is laid over the front elevation and the 
area found as in method 1. (For this example, the 
area may be found to be 783 sq. in.) (2) The 
mean length of the section in the end-elevation is 
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Method 3: Planimeter 


The planimeter is an instrument used for 
measuring the areas of irregular surfaces or sections 
(see Fig. 11). The instrument has two arms pivot- 
ing at D with a calibrating mechanism, and a 
rotating contact wheel situated at B. The spear 
point below C is fixed in a convenient position; 
the tracing point below A moves round the outline 
of shape while the wheel at B operates the cali- 
brating mechanism. Any closed area swept out by 
moving point A is therefore directly proportional 


AVERAGE 
| DIA 
| 
AVERAGE 
| Fig. 12 (above). 
Fig. 13 (below). 
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Fig. 11 (right). 


CONSTANT 


CONTACT WHEEL & 
CALIBRATING 
MECHANISM 


found (as described in method 2), and let us say 
this is 23 in. (3) Subtract 9 average height of 
the front elevation from 234, i.e., 234 194 = 4in. 
and multiply this by the Point ‘jength ¢ of 2 ft. Thi in., 
ie., 314 by 4, giving 126 sq. in. (4) Add the 
results of (1) and (3) (783+126=909 sq. in.) and 
multiply by the thickness (1.25 in.) to find the 
volume. Hence, volume is 1.25 by 909, i.e., 1,136.25 
cu. in. The minimum weight of casting thus 
becomes 1,136.25 by 0.26 (from Table 2), making 
295.42 Ib. 

Little “ growth” is likely in this instance as the 
average dimensions should be a little on the liberal 
side. so that the minimum weight could be taken 
as the estimated weight also. 


SPEAR POINT 


Dia 


to the number of rotations made 
by the wheel at B. When one 
circuit of the outline of the shape 
has been completed a reading is 
taken from the dial at B. The 
reading can be made to three 
decimal places as the Vernier prin- 
ciple is applied. An even more 
accurate estimate can be made by 
making circuits in anti-clockwise 
and clockwise-directions, then 
taking an average of both readings. 
The reading on the dial before the 
instrument was used is subtracted 
from the average to provide the 
tinal figure. 

In some instruments two pins 
protrude above C and D, this dis- 
tance is the constant (the arm CD being telescopic) 
and when this constant is multiplied by the 
final reading the average area of the shape 1S 
obtained. Finally, to establish the actual area, 
the area of the shape is multiplied by the scale 
(3 in. = 1 ft.) squared, i.e., 4°. An example is 
tabulated in Table 4 on p. 820. 


Conical and Spherical Shapes 


The formula for estimating the volume of a cone 
is 4 * R*h, and for a sphere ? z R*. It is, however, 
very seldom (if ever) that castings of these shapes 
will be required. Nevertheless, many are made, 
of which a section is conical. or spherical, in shape. 
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Calculation of Casting Weights 

A common error when finding the volume of a 
part which is conical in shape, is to assume that 
the average radius can be used and the formula 
+7 R*h applied, but is incorrect as it is the average 
area which is important, and they do not both 
occur in the same plane. The average area will 
always be nearer D (see Fig. 12). Therefore, when 
the average radius is used, the final estimate will 
always be underweight; the amount of error de- 
creasing as the difference between D and d 
decreases. 
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where the suffix indicates the inner dimensions 
Inserting the values in Fig. 14, this becomes:— 


Volume = 0-522 [12 {(3 by 22%) + 12*} — 11 
{(3 by 21%) 11°} ] 
= 0-522 {(12 by 1,596) — (11 by 1,444)} 
0-522 by 3,268 
= 1,706 cu. in. to the nearest whole 


number. 
Therefore weight = 1,706 by 0-26 (see Table 2) 
= 443-56 lb. 


TaBLe 4.—Use of Planimeter. 


Area 
Dial Area Scale (actual) 
reading. Difference. Average. Constant. (as drawn). | (Squared) in sq. in. 
1st cycle os 8.562 1.170 
1.185 8.25 9.77 16 156.32 
2nd cycle (anti-clockwise) 9.762 1.200 


Hollow-conical steel casting 


The average area of the section is the difference 
between the average areas bounded by the outside 
and inside conical surfaces. Let D be 18 in. and 
d be 8 in. (inner dimensions, Fig. 13). As the 
j-in. section is likely to increase to +? in. at top and 
bottom faces measuring across the horizontal, let 
be and di be 93, where the suffix indicates 
the outer dimensions. Therefore, the formula 
$7 Rh becomest 0.3927* [(D,? + — (D* 
+ d*)]. The mean section area is, therefore :— 
0.3927 [(19%* + 9§*) — (18? + 8%)], which simpli- 
fies to, 0.3927 (477.6 — 388), or 0.3927 by 89.6, 
making 35.2 sq. in.; and volume being area by 
height, we get 35.2 by 19, which is 669 cu. in. to 
the nearest whole number. The weight will be 
669 by 0.28 (see Table 2), totalling 188 Ib. to the 
next highest whole number. 


Segment of sphere 


Any part of a cast-iron sphere cut across the 
axis line or above has the following formula to 


find the volume :— "Ht (3R?+H?) (see Fig. 14). 


Therefore, the segment of a hollow shell will 
where the suffix indicates the inner dimensions. 


Fig. 15 shows a segment of a hollow cast-iron 
sphere. It will be appreciated that the volume of the 
shell will be the difference between the outer and the 
inner solid segments, i.e.:— 


Volume of hollow segment shell 
H 
= + H)— GRY +H), 


= [HGR*+H*}— GR?+H,)] 


*4$rR*%h is here applied in the more convenient form 4$7D*h 


+ 
(where. D is the section diameter). 0.3927 is the solution of 7 


+ 
divided by 2 to obtain the average diameter. It is a common factor 
for this type of calculation. 

+ When expanded. 


Aids to Calculation 

Slide-rule 

A silde-rule should be the main tool used for 
rapid calculations. Many foundrymen shy-away 
from this instrument yet have pen-recording 
thermagraphs on their core-ovens and many other 
technical aids. . The slide-rule is really a simple 
tool and is absolutely essential for rapid calcula- 
tions whether they are being carried out by a 
moulder, or a top-level scientist. 


Logarithms 

Next to the slide-rule, logarithms are the most 
rapid method of calculation and have advantages 
over the slide-rule when .larger numbers (four- 
and five-figures -are involved—the slide-rule being 
less accurate for these high-values. Logarithms 
take a little time to learn, but no longer than the 
time taken to learn how to operate a new type of 
moulding machine. 


Fig. “ 


Tables 

Many booklets of tables are available which 
have areas recorded corresponding to various 
diameters, and even weights per ft. length of dif- 
ferent metals of regular-section, are often included. 
These tables can reduce working, and therefore 
reduce errors to a minimum. 


Arithmetic 

Arithmetic is useful only when it can be per- 
formed mentally; otherwise it is clumsy and obso- 
lete. Discard it for long calculations as you would 
a broken hammer-shaft or worn-out spanner. 


Conclusions 
Science has, over the years, derived formule 
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and provided foundrymen with efficient equip- 
ment. Wherever it is appropriate this should be 
used. Technical colleges exist for the sole purpose 
of bringing science and industry closer together, 
and if this article fails to produce a clear under- 
standing of the subject of calculation, it is well 
to remember that local technical colleges are at the 
foundryman’s disposal. These can provide advice 
when required, the help of qualified lecturers being 
always available. Where there is a need local 
technical colleges should be asked to undertake 
short courses of instruction on specialist aspects 
of foundry practice as for example that detailed 
in this article—a service which if repeated from 
time to time would be of real benefit to the industry. 


ABBF Notes 


The December meeting of London-area members of 
the Association of Bronze & Brass Founders at the 
Clarendon Restaurant, Hammersmith, on the afternoon 
of December 13, was preceded by the Christmas lun- 
cheon in the same premises. At both gatherings, the 
chair was taken by Mr. J. P. Webster (deputizing for 
Mr. W. R. Buxton who was unavoidably absent), and 
Mr. H. Rogers, for the secretaries, was also in atten- 
dance. Items on the agenda included the future of the 
Association, assessment of production of castings and 
metal used; the proposed “ Non-Ferrous Foundry Regu- 
lations”; the ingot position and scrap exports; and 
the state of the metal market. “Other business ” 
brought discussion of the impending National Appren- 
tice Competition (as a prelude to the European event), 
current course vacancies at the National Foundry Craft 
Training Centre and the next meeting (provisionally 
fixed for March 8, 1961). In the discussion on the 
apprentice competition, the opinion was expressed by 
one member that the National Service call-up had to 
some extent “killed” the old-time apprentice system 
because it unsettled a boy, disrupted his outlook and 
the sequence of his training and industrial experience. 


* See JOURNAL December 15, 1960, page 763 


ISHIRA Assets Sale 


Progress in denationalization of the steel industry 
during 1959-60 included the sale of four more com- 
panies and the liquidation of another, reducing the 
number of companies still directly owned by the 
Iron and Steel Holding and Realisation Agency to 
seven, states the agency’s annual report for the year 
to September 30, 1960, published on Thursday, Decem- 
ber 15. Total value of enterprises returned to private 
ownership in the year was £10,000,000 and the realiza- 
tion of assets up to September 30 was £250,000,000. 

Most important subsidiary of the agency, which 
accounts for three quarters of the value of the wholly- 
owned assets remaining under its charge, is Richard 
Thomas & Baldwins, Limited. The integrated steel- 
works now being built at Newport (Mon) for RTB 
will cost about £119,000,000. 

An interest is still retained by the agency in 11 
companies, including Colvilles, Limited, Consett Iron 
Company, Limited, Dorman, Long & Company, 
Limited, Guest, Keen & Nettlefolds, Limited, John 


Summers & Sons, Limited, Stewarts and Lloyds, Limited, 
Steel Company of Wales, Limited, and the United Steel 
Companies, Limited, but since September 30 the agency 
has sold its holding of £1,050.000 of 44 per cent. 
redeemable debenture stock, 1970-85 in the Whitehead 
Iron & Steel Company, Limited. 
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London Firm’s Diamond Jubilee 


Wolf Electric Tools’ Celebration 


At the close of 1960, Wolf Electric Tools, Limited, 
Pioneer Works, Hanger Lane, London, W.5, celebrated 
their diamond jubilee. The company was founded in 
1900 by Mr. Sidney Wolfe, as S. Wolfe & Company, 
in East London, for the importing and reselling of 
continental machine-tools. Almost as a side-line, he 
began to handle continental portable electric-tools 
which were sold under the brand name of Wolf. In 
these early days, electric tools—mostly restricted to 
drills—were extremely primitive, with no pretentions 
to ease of handling or good looks. 

The outbreak of worid-war I resulted in a very 
substantial increase in the demand for electric drills, 
bench stands and grinders which were manufactured 
at the company’s London works. A small factory was 
opened at Kingston in 1932 and an entirely new range 
of tools was introduced under the brand name British 
Wolf. The success of this project soon justified the 
building of a new factory and, in 1935, the present 
factory was built at Ealing, London, W.5. The end of 
the second wor'd war witnessed a great drive to reopen 
overseas markets, and the “highlight” of the early 
post-war years was the introduction in 1949 of the 
Wolf “Cub” range of domestic power-tools and 
equipment. 

Export Drive 

It is interesting to note that the company’s jubilee 
year is being celebrated by an export drive, and seldom 
a week passes without a visit by an executive of the 
firm to one or more of the 70 overseas countries in 
which their tools are established. Over the years, 
sales and service branches have been established at 
Birmingham, Bristol, Glasgow, Leeds, Manchester and 
Newcastle. Overseas, a recently-enlarged branch in 
Toronto is meeting Canadian needs; separate manufac- 
turing and sales companies are flourishing in Australia, 
and in India a joint manufacturing enterprise in 
Bombay is being developed in collaboration with 
Indian interests. 

The original works has been extended on several 
occasions and two adjoining factories taken over, with 
a third one—offering an additional 50,000 sq. ft. of 
production space—due for occupation early in 1961. 
Also, four sizeable factories are in operation by the 
firm on the Slough Trading Estate. 


Newton Chambers acquire Royston’s 


The business of George Royston and Son, Limited, 
of Pogmoor, Barnsley, has been acquired by Newton 
Chambers and Company, Limited, of Thorncliffe, 
Sheffield. The Royston company designs and manu- 
factures chemical plant and equipment fabricated in 
mild steel, stainless steel, aluminium and special alloys, 
and specialises in sulphate of ammonia plants for the 
manufacture of Grade A sulphate. 

Under the new arrangement Mr. K. E. Walker, 
director in charge cf the engineering division of 
Newton Chambers, will be chairman of the company, 
and Mr. D. B. Royston will continue as managing 
director. Mr. E. H. King, a chartered accountant and 
company director in the Midlands will continue on the 
board, together with Mr. M. W. Wilby, former secre- 
tary, who will be responsible for day-to-day manage- 
ment. Joining the new board from the engineering 
division of Newton Chambers will be Mr. S. B. Rippon. 
general sales manager; Mr. K. Sheard, contracts 
manager; and Mr. R. Middleton, engineering sales 
manager. Mr. R. J. V. Wheeler, secretary of Newton 
Chambers, will be secretary of the company. 
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American Letter 
Rising Steel Imports to USA 


Speaking at the general meeting of the American 
Iron and Steel Institute at New York as long ago as 
May last, Mr. Leslie B. Worthington. president of the 
United States Steel Corporation, said: “ Foreign com- 
petition is likely to be with us from now on. It may 
hurt a little less one year than another, but it won’t 
go away like a bad dream and will make itself felt in 
more and more steel products. We will be under 
pressure from more and more foreign producers.” 

It is no secret that imports into the US have made 
inroads in all fields, from steel to ferro-alloys to 
finished metal products. The American magazine Steel 
reports that in 1959, the US imported 3.0 million tons 
(American tons) more finished steel than in 1957 (see 
Fig. 1). Exports. however. were down by 3.7 million 
tons. These 6.7 million tons of “lost” steel products 
are equal to 10 million tons of steel ingots, or about 
11 per cent. of the US 1959 production. 


EXPORTS 


|MPORTS 4 
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MILL PRODUCTS 
2 
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MILLIONS OF SHORT TONS OF STEEL- 


1954 1955 1956 1957 1958 1959 
YEARS 


Fic, 1.—Imports and exports of American steel-mill 
products. 


The reasons for increasing imports have been widely 
publicized in the US. one important cause being the 
difference in wage rates. For example, American steel- 
makers earn seven times as much as Japanese steel- 
workers, four times as much as German, and three 
and one-half times as much as British steelworkers. 
Also, US ferro-alloy producers’ wage-rates are up to 
10 times as much as foreign rates. Thus, to-day US 
labour rates to produce one ton of steel are about $60 
compared to about $12 to $14 in Western Europe, and 
$7 to $8 in Japan. US producers no longer have the 
technical superiority to overcome this tremendous cost 
difference, the article continues. American foreign-aid 
programmes have helped finance modern industrial 
plants overseas and US producers have shared technical 
“know how” with politically friendly countries who 
now compete with them. Also, many foreign govern- 
ments provide favourable financial and economic con- 
ditions to encourage growth, especially in exports. 
Thus, foreign steelmakers can flood worid and Ameri- 
can markets with steel that is $30 to $40 per ton under 
the costs of American mills. 

‘The problem of meeting foreign competition is 
not hopeless,” Mr. Worthington told the AISI. He 
then dealt with service, quality and availability—assets, 
he said, that the foreign producer could not offer. 
Dealing first with service, he said that most American 
producers offered valuable metallurgical service to 
their customers; foreign producers didn’t. Quality, Mr. 
Worthington said, was the strongest of all possible 
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sales features and it was present in the US domestic 
steel-products. Sustained quality was particularly 
important as mechanization grew; machines could not 
cope with variations in thickness, hardness, or other 
properties. Turning to availability, US steelmakers, he 
said, went to great lengths to make sure their products 
were delivered when their customers wanted them. 
Foreign deliveries took longer and were a lot less cer- 
tain. Thus, service, quality and availability were the 
US triple line of attack against competition from 
foreign producers. 


Steel Castings’ Production in Europe 

In a report presented at the 1960 annual meeting 
of the American Society of Mechanical Engineers. 
held in New York City, from November 27 to Decem- 
ber 2, Mr. J. H. Lowe (vice-president, Keokuk Steel 
Casting Company, Keokuk, Iowa) surveyed steel- 
casting production in Western Europe. This survey 
followed a trip the author had made to several 
western European countries during the course of which 
he visited shops in Great Britain, Belgium, France, 
Germany and Scandinavia. 

He reported that the progress in science and engi- 
neering in Europe exceeded US practice, but that 
mechanization and productivity excelled in the US. 
and he felt that the US advantage was due to the 
greater quantity of castings produced per pattern. 
Middle-western US shops, he stated, were accustomed 
to large volume and _ specialized equipment was 
employed, and high output permitted production at 
low prices. In the eastern US, where quantities per 
order were smaller, the above advantage would be 
less and, in some cases. results were inferior to the 
productivity of Great Britain and Germany. This 
factor was measured in terms of man/hr. per ton 
of castings. Mechanization in US operations was 
tied to the high labour-costs and the larger number 
of castings per pattern per order. 

In European production. with a smaller market and 
a smaller quantity of castings per pattern, there was 
exerted more attention to control and engineering 
procedures and European laboratories were well 
equipped and well staffed. As an example, know- 
ledge of engineering properties of castings in different 
section-thicknesses was well developed for many 
specific castings. “ Furnacing” practice in one case 
had achieved a level of determining the gas content 
of metal in the furnace prior to casting—as a routine 
procedure. Another innovation involved heat-treat- 
ment in a furnace chamber divided into cubicles. 
capable of delivering temperatures ranging from 150 
to 1,000 deg. C. in the separate compartments. This 
was intended to provide flexibility for complex heat- 
treatment. 

The author felt that generally speaking the 
finish of US castings was superior to that of castings 
produced in European shops, but that the latter fre- 
guently delivered rough-machined castings which 
enabled them to improve the casting finish and detect 
and reject defective castings. Mr. Lowe's report 
was supported by slides showing a number of tables 
covering costs per ton of castings, man/hr. per ton 
of castings, comparative labour-rates and labour costs. 


S.-g. Iron Production 

The production of spheroidal-graphite iron in the 
US is reported as moving at a rate of about 200,000 
tons per annum, with an about eaual amount for 
Europe and the rest of the world. By traciug these 
figures down to their origin 10 years ago, the progres- 
sion seems to have moved at an approximate annual 
increase of 20,000 tons with the end not yet in sight, 
it is stated. 
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Preliminary Report on a New Running Technique 


By K. Pearce A.M.C.T.* 


In spite of the fact that quite a large amount of research has been 
carried out into methods of running and gating sand castings’ there 
does not appear to be general agreement on “ ideal” methods. Many 
good procedures are too complicated for application on practical 


and economic grounds. 


A brief discussion of these methods is 


followed by a preliminary report on a technique which appears to 
have escaped mention in the literature and should find immediate 


In general, the design of the runner.system of a 
mould is not given fundamental consideration. 
In small loose-pattern work the provision of a 
runner is often left to the moulder’s experience and 
ability with a teaspoon. The running system on 
larger castings usually consists of a sprue leading 
straight into a horizontal ingate. It is not usual to 
hear reference to gating ratios in either of these 
cases. The situation is somewhat different where 
plated work is concerned. Although in this instance 
the provision of the runner system is frequently 
left to the patternmaker, it is also quite commonly 
the result of liaison between the foundry and 
patternshop. In this case, the system embodies 
various accepted principles of running and gating 
and it is not uncommon for sprue: runner: ingate 
ratios to be predetermined. 


General Principles 


Two requirements of a running system are that 
it should introduce the metal into the mould cavity 
quietly and without the production of dross or 
slag. If the first requirement is to be met, immedi- 
ately the metal enters the mould cavity, the ad- 
vancing wall of metal must completely fill the cross- 
section of the runner and force all the gas present 
before it. The failure of many systems to fulfil 
this objective is evidenced by an erratic flow and 
spluttering which accompanies the first metal to 
enter the mould cavity. The time which elapses 
between metal first entering the runner system and 
the removal of all the air present is often referred 
to as the “clean up time.” In systems which do 
not lead into the base of the mould cavity the clean 
up time is dependent on their design and appears 
to vary from a minimum of one second? to infinity’. 
Using the minimum period for, say a 0.5-in. dia. 
sprue, approximately 0.75 lb. of metal would have 
entered the mould in an unsatisfactory manner 
before a steady state of flow was attained. 

To avoid excessive turbulence in the mould 
cavity, it is essential that the metal at the ingates 
has a low velocity. An indication of the relation 
between the velocity of a liquid and its trajectory 
is given in Fig. 1, the distances being calculated 


P 2g 
from the relationship: —Velocity = sV 


* The Author is attached to the Department of Chemical Engineer- 
ing, Fuel Technology and Metallurgy of the Manchester College of 
Science and Technology. 


application for certain alloys. 


Where h is the height that the liquid stream falls 
before reaching the bottom of the mould cavity, 
and S represents the “jet effect” or horizontal 
component of the distance travelled by the metal 
stream at its point of arrival on the mould bottom, 
from its point of entry into the mould cavity. 

The velocity of a stream of liquid metal at the 
base of the sprue is due to gravitational acceleration 
in the sprue. If the velocity is to be decreased, 
energy must be either absorbed, or the cross-sec- 
tional area of the stream increased. Energy is 
absorbed by causing the liquid to change direction, 
or by generally increasing the turbulence. Sudden 
changes of this nature, which cause the highest 
losses in energy, can be detrimental, causing aspira- 
tion and the formation of dross or slag. Energy is 
also lost because of the viscosity of the liquid 
metal. The effect of this is greatest when the ratio 
of the perimeter of the cross-section of the channel 
to the area, is large. This principle is applied in 
pencil-gates and the system is usually pressurised, 
i.e. the ingate area is equal to or less than the 
sprue area. 


Velocity Control 


Although the absorption of energy by the above 
methods causes a reduction in velocity, it also 
reduces the rate of flow; for this and various other 
reasons it has a limited application and the prin- 
ciple of increasing the cross-sectional area is 
applied. This is based on the fact that if the cross- 
sectional area of a stream of liquid is doubled the 
velocity must be halved. According to the litera- 
ture’ most workers take the view that the velocity 
of the metal at the base of the sprue should be 
reduced by, from four to six times. The velocity 
of aluminium at the base of a 9-in. deep taper 
sprue is 70 in. per sec., a reduction of five times 
would result in a velocity of 14 in. per sec. From 
Fig. 1 it can be seen that this would give a jet 
effect of less than 2 in. If this reduction in velocity 
were to be brought about solely by increasing the 
cross-sectional area it would require, for example, 
a 4-in. square sprue to enter a 1 in. by 14 in. 
runner. It would, of course, be essential for the 


whole cross-section of the runner to be full. ‘In 
practice, this would be so only when the level of 
metal in the mould was above the top of the 
ingates. This general principle is applied mainly to 
bottom-run castings. 
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New Running Technique 


Many combinations of the two basic-methods 
of reducing velocity have been suggested but none 
of them appears to overcome all the inherent 
disadvantages. 


Preliminary Experiments 

When a liquid flows round a sharp bend in a 
pipe there is a tendency for it to separate from 
the pipe wall as indicated by the cross-hatched 
area in Fig. 2. The velocity head at the wall in 
this area is at a minimum and it was expected 
that if the main stream of the liquid could be 
forced to take this direction it should also have a 
reduced velocity. 

To verify this idea, a runner sysiem was con- 
structed as shown in Fig. 3. The mould was cut so 
that the metal flow in the 6 in. by 6 in. by } in. 
channel could be observed, the end of the channel 
being open. Thirty pounds of aluminium at 850 
deg. C. was poured through the system, the height 
of metal in the pouring basin being maintained 
at 2 in. The mould was carefully sectioned and 
the two 6 in. by 6 in. faces of the channel examined. 

When the metal first entered the channel, it 
rose up the walls at the closed end to a height of 
about 4 in. The metal then commenced to fall 
back again moving away from the closed end. 
Coincident with this falling back of the initial 
spurt the height to which the following metal rose, 
decreased slightly and then remained constant. 
The metal levelled off in the remainder of the 
channel and appeared to flow quietly without any 
sign of entrained air. 

On examining the sides of the channel, the level 
the metal had maintained was clearly marked—this 
is sketched in Fig. 4. As the level of metal in the 
4+ in. wide channel was } in., it occupied a cross- 
sectional area of 0.375 sq. in. This area is 3.4 
times that of the sprue base and represents a re- 
duction in velocity of that order. Any loss of 
energy due to the design of the system itself would, 
of course, cause an additional reduction in velocity. 

Hydraulic theory suggests that in addition to the 
loss in specific energy due to the reversal in the 
direction of the flow, some loss should also occur 
in the section of the stream, where the metal rising 
up the channel under its momentum, is in contact 
with that falling due to gravity. This experiment 
indicates that channels up to } in. wide by at 
least } in. high should be filled by an initial wall 
of metal advancing in a horizontal direction. This 
would result in an immediate reduction in velocity 
and infinitely small clean-up time. 


Further Experiments 


Additional moulds were made in Mansfield-red 
sand, and cast “ green.” The dimension of the run- 
ner systems were the same as in Fig. 3 except that 
the large open channel was replaced by closed 
ingates of various sizes. If a riser was used it 
consisted of a 4-in. dia. by 6-in. hole above the 
point where the }-in. square runner-bar entered 
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the bottom of the ingate. Vents 4-in. dia. were 
taken off the top of the system to indicate the 
pressure. The metal used was aluminium melted 
in a forced-draught coke-furnace or high-frequency 
induction furnace; it was degassed and poured at 
850 deg. C. The height of metal in the pouring 
basin was maintained between 1} and 214 in. As 


oy 


Fic. 1.—Trajectory graph correlating metal velocity 
with jet effect.. “O” represents the point of 
entry of the metal stream from the ingate falling 
into a hypothetical mould cavity 10-in. deep. 


soon as the correct level of metal in the basin 
was attained the metal issuing from the end of 
the ingate for a period of 5 to 8 secs. was caught in 
a hand-shank and weighed., The first metal to flow 
along the ingate was observed through a safety 
screen. The ingate was finally sectioned to deter- 
mine whether or not it had been full of liquid. 


Fic, 2.—Represents a sec- 
tion through a_ liquid 
flowing around a _ sharp 
bend in a horizontal pipe 


DEAD 
REGIONS 


areas of reduced velocity. 


Comments 


Metal appeared to fill the entrance to the ingate 
immediately and advance towards the exit in an 
unbroken stream. The flow of metal from the 
ingate exit was smooth the whole time. In the 
4-in. high ingate, the advancing stream filled it 
completely along the full 6-in. length. . In the 
larger ingates the initial stream of metal parted 
from the top of the ingate some distance from the 
entrance. This distance increased to a maximum 
as the height of metal in the pouring basin rose 
to 2 in. This maximum value decreased as the 
height of the ingate increased from 4 by 4-in.—see 
group A, Table 1. 

The separation of the metal from the top of the 
ingate under steady static conditions took place 
at the top corners and did not necessarily extend 
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TABLE 1.—Ezperimental Results. 


Ingate Flow Velocity, 
Ingate details. area, rate, in. per Ratio. Remarks. 
sq. in. Ib. per sec. sec. 
0.58 to0.375in. taperspru 
9in.deeponly .. 0.11 0.66 70 
A } by } in. high with riser 0.125 0.43 40 1:1.28:1.14 Exit completely full. 
0.45 41.9 
0.43 40 
A 4 by 3 in. without riser .. 0.42 39 
A 4 by 3 in. with riser 0.25 0.62 28.8 1: 1.28; 2.27 Slight separation at top corners for a maximum 
0.57 26.5 distance of 4 in. from the exit. 
0.55 25.6 
A } by 4 in. without riser .. 0.54 25.1 
A 4 by } in. with riser 0.375 0.51 15.7 1:1.28: 3.41 Separation at the top corners for a distance of 1 in 
0.48 14.7 from the exit. 
A 4 by j in. without riser .. 0.58 17.8 
0.57 17.5 
0.56 17.2 
A + by 1 in. without riser . . 0.5 0.62 13.6 1: 1.28: 4.54 Separation at top corners 2 in. from exit. Complete 
separation 1? in. from exit. 
B } by ? in. modified riser 0.375 0.52 16 Negligible separation at ingate exit. 
(Fig. 6) 


right across the top. This separation is perhaps, 
in part, caused by the surface tension of the liquid 
overcoming the low static-pressure, present in the 


| 
TOP LINE 


Fic. 3.—Schematic sketch ef mould section indicat- 
ing position and dimensions of experimental ingate. 


ingate due to the high loss of pressure at the bend. 
The pressure in the ingate decreased as the cross- 
sectional area increased. Separation due to this 
effect could probably be prevented by radiusing the 
top corners of the ingate. 
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Fics. 4 (a and b).—Illustrates metal behaviour in 
the first experimental moulds and shows the initial 
climb of the metal stream up the open ingate face 
before levelling off. 


It can be seen from Table 1 that as the cross- 
sectional area of the ingate increased, the velocity 
decreased. As indicated previously, the velocity 
calculated on this basis cannot be true, if the 
whole cross-section is not full. In all systems over 
4 in. by 4-in. in group A, the ingate was not com- 
pletely full at the exit; because of this the actual 
velocity at the exit would be somewhat higher 
than that calculated. It is unlikely that the more 
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New Running Technique 


extensive separation occurring at the exit in the 
; and l-in. high ingates is due entirely to the 
surface tension effects, as already discussed. The 
cause in these instances is probably locally high 
velocities, and dead regions, associated with the 
bend as indicated in Fig. 5. The calculated velocity 
is, of course, the average over this cross-section; 
approximate measurements of the exit velocity by 
trajectory methods confirmed that the actual 
velocity was somewhat higher than that calculated 
by the volume-divided-by-area method. 


SEPARATION 


| 
| 
DEAD REGIONS 
VERTICAL SECTION. SUGGES TED 
FLOW INGROUP A 


Fic. 5.—Vertical section of the ingate region show- 
ing the suggested flow in the “A” group of 
experimental moulds. 


It was observed that separation at the exit tended 
to be less when a }-in. dia. riser was attached to 
the ingate entrance above the cross-runner. A 
modified ingate was tried, Fig. 6, and this reduced 
the separation at the ingate exit to a negligible 
amount. Electrical contact methods and post 
mortem examination of the mould revealed that 
separation occurred at point A, Fig. 6, if the 
radius R was less than 3-in. 


RUNNER 


Fic. 6,—Vertical section through the modified 
closed ingate indicating the 3-in. dia. by 23-in. 
high riser situated immediately above the ingate 
which helps to reduce the metal separation to a 
minimum. 


Ne for flow in the }-in. high channel is just 
over 4,000, which is the upper critical velocity for 
streamline flow. The flow will therefore be tur- 
bulent as it is in the majority of gating systems. 


Conclusions 


Although further work is still required to estab- 
lish the optimum dimensions of the various parts 
of the system, it appears in principle to overcome 
some of the faults in present gating systems. The 
full cross-section is filled progressively without rely- 
ing on choke of the ingates or back pressure in the 
mould cavity; clean-up time is reduced to a negli- 
gible period; and an immediate reduction in velocity 
is effected without initial spluttering. 
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The experiments have been carried out using 
normal loose pattern moulding techniques and 
complicated radii have been avoided therefore 
keeping the system practically simple. The actual 
dimensions used are not too critical. The yield 
will be greater than that given when the more 
efficient of the well-type sprue bases are used. It 
should be possible to apply the technique to small 
loose-pattern and plated work in non-drossing 
alloys, and it should prove equally applicable to 
larger castings. The excessive turbulence caused by 
the bend may preclude the application of the tech- 
nique to drossing-type alloys. 
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Tom Mehemeon Memorial Award 


Presentation of the fifth annual Tom Makemson 
medal and prize was made to Mr. C. A. Ruff by Mr. 
G. R. Shotton, national president of the Institute of 
British Foundrymen, at a meeting in Derby of the 
East Midlands branch of the Institute early this month. 
Mr. Ruff received the award for getting the highest 
marks in the City and Guilds advanced examination 
in patternmaking in 1960. The award winner served 
his apprenticeship with International Combustion, 
Limited, Derby (where he has worked for six years) 
and has studied at the Derby College of Technology. 
He hopes to obtain his full technological certificate by 
further evening studies at that college and later to 
take part in a course at the National Foundry College 
at Wolverhampton. 


Foundry Acquired by Opperman Gears 


Opperman Gears (Holdings), Limited, announce the 
purchase of W. J. Mariner & Company, Limited, non- 
ferrous founders of Luton, Bedfordshire, with effect 
from November 30, 1960. Formed more than 50 years 
ago. Mariners originally made non-ferrous castings for 
marine and general-engineering applications. From 
1914 to 1918 the company was engaged almost exclu- 
sively on Admiralty work. In the following years their 
activities broadened so that to-day castings are supplied 
for a wide range of applications besides current 
Admiralty contracts. Mr. E. R. Opperman is now 
the chairman of W. J. Mariner and Mr. J. A. Mariner, 
the son of the founder, who joined the firm in 1914, 
continues as managing director. Also on the board 
of directors are Mr. W. B. McCurd and Mr. P. S. 
Lane. 


IT HAS BEEN ANNOUNCED that the US firm of Cessna 
Aircraft, Kansas, is to open a factory at Dunfermline 
for the manufacture of its valves, pumps, and rams, 
mainly for agricultural and earth-moving machinery. 
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Notes from the Branches 
London 


A record turnout of over 370 members, guests and 
ladies of the London branch of the Institute of British 


Foundrymen attended the annual “ ladies’ night,” held 


at the Connaught Rooms in London, on Friday, Decem- 
ber 9. Whether this number could be taken as appre- 
ciation of the function’s return to the Connaught 
Rooms, its previous venue, or whether it represented 
an endorsement of the new policy to extend the closing 
' hour to 1 a.m. is open to conjecture, but certainly the 
party was a brilliant one and there was no dwindling 
of numbers even after midnight. 


Members and guests were welcomed early in the 
evening by Mr. D. A. C, Hutchison, president, accom- 
; panied by Mrs. Hutchison, and the national IBF presi- 


FOUNDRY TRADE JOURNAL 


Informal photographs taken during the London branch dinner/dance on December 9. 
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dent and his wife, Mr. and Mrs. G. R. Shotton. Other 
prominent IBF members among official and individual 
members’ guests included the presidents of the Birming- 
ham and Lancashire branches, the secretary of the East 
Midlands branch, foundrymen from north of the 
Border, and the national secretary, nearly all of whom 
were accompanied by their ladies. 


Speeches after the meal were minimum in number, 
and well reflected the informality with which this occa- 
sion is treated in London. After the Loyal Toast, 
Mr. Shotton proposed that of the “London Branch” 
coupled with a welcome to the ladies, and the branch 
president responded. The rest of the proceedings were 
in the hands of Peter Alan’s RAC dance band and 
cabaret artists, Robert Harbin of Magic Circle fame 
and Miss Jeanne Waugh, the Valli Trio singer. Proof 


of the evening’s success was the fact that the call for 
the National Anthem at 1 a.m. was greeted with cries 
of regret, so swiftly and unnoticed had the time flown. 


| 


In the upper 


picture, on the left, Mr. and Mrs. R. E. Berry (from Ipswich) are shown with Mrs. L. A. S. Harbourne 
(wife of the branch’s chief steward), and on the right, Mr. M. M. Hallett (Birmingham branch presi- 
dent) and Mrs. Hailett are shown chatting to Mr. D. A. C. Hutchison (London branch president) 
and Mrs. Hutchison. The lower illustrations show, on the left, Mr. T. Wills (London branch 
assistant secretary) with his wife and daughter, and on the right, Mr. G. R, Shotton (IBF national 
president) and Mrs. Shotton photographed while assisting at the reception of guests. 
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Coventry Section 


The Coventry section held its annual dinner/dance 
in November at the Hotel Leofric, Coventry, Mr. R. W. 
Cooper, brench president, presiding. Mr. and Mrs. 
Cooper were assisted by Mr. G. R. Shotton, IBF 
president, and Mrs. Shotton in receiving the 270 mem- 
bers and guests who attended. The toast to the 
“Institute and the Section” was proposed by the 
principal guest. Mr. K. Marshall, director of the Joint 
Iron Council, who forecast a bright and sound future 
for the ironfoundry industry. It was wrong, he said, 
to assume that the difficult time Coventry was now 
experiencing would repeat the pattern of 20, 30, or 
40 years ago; the problem to-day was to combine stable 
prices with full employment. Mr. Cooper responded, 
and the other toast of the evening that of “The 
Guests” was proposed by Mr. D. Hancox, section 
past-president, and resnonded to by Mr. Shotton. 

Following dinner, dapsing continued until 2 a.m. 
to Barrie Phelps and the Hotel Leofric Orchestra. The 
joint masters of ceremony were Mr. D. F. Bailey and 
Mr. D. R. Fardoe. 


South Africa 


Over 10,000 miles were travelled by the members 
and guests- present at the November meeting of the 
South African branch. There were almost 300 present 
at the function, providing one of the most represen- 
tative gatherings of South African foundrymen, 
steelworks personnel and ferro-alloy producers. To 
present the paper, entitled “Latest Methods of Con- 
struction and Overation of Hot-blast Cupolas.” by Mr. 
S. Tunder and Mr. L. Hohle, one of the authors (Mr. 
Tunder) travelled especially from Germany. 

At the meeting, the branch president first introduced 
Mr. Tunder and welcomed members and guests from 
Cape Town, Port Elizabeth and Durban. Mr. Tunder 
commenced his lecture by stating that the economical 
and metallurgical advantages of melting with hot 
blast were well known and when a new foundry was 
planned hot blast was always seriously considered 
and often given preference to cold blast. For the 
same reason, many established foundries, he said, 
were rapidly changing from cold-blast to hot-blast 
melting. Metal at higher temperatures was obtained 
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From left to right: Mr. K. 
Marshall, Mrs. Marshall, Mrs. 
Shotton, Mr. G. R. Shotton, 
Mrs. Cooper and Mr. R. W. 
Cooper, at the annual dinner 
of the IBF Coventry section 
held at the Leofric Hotel. 


from hot-blast cupolas (Fig. 1 
shows typical designs) than from 
cold-blast units, as the melting 
zone was normally only 8 to 12 
in. deep. and coke could be burnt 
more rapidly in a short melting 
zone. 
Acid-lined Units 

In hot-blast cupolas, the author 
continued, the high temperature 
produced could result in the re- 
duction of any SiO, present to Si. 
The higher the blast temperatures 
employed, the more silica was 
reduced, and a suitable temperature could be chosen 
where silica was completely reduced and eliminated 
the need for silicon addition to the metal charge. 
Savings in pig-iran and ferro-silicon could therefore be 
made. 
With still-higher temperature, a silicon gain could 
be obtained in the metal melted, as a result of 
reducing the silica from the cupola bricks or sand 
adhering to the metal charges. The author explained 
that this phenomenon had led to the belief that for 
melting low-silicon metals—as for malleable iron— 
a blast temperature of over 400 deg. C. was not 
desirable. However, in today’s melting practice high 
temperatures were employed, but the reduction of 
silica from the acid lining was kept under control. 
Some malleable foundries had obtained good results 
with a blast temperature of 700 deg. C., he added, 
these foundries were using sand-free returns and water- 
cooling the furnace in a very simple way—by spraying 
the shell at the melting zone. 


Basic-lined Hot-blast Cupola 


Due to the encouraging results obtained in acid- 
lined hot-blast (Fig 1(a)) cupolas, further attempts 


were made to utilize the hot-blast in basic-lined | 


cupolas (Fig. 1(b)). This resulted in a revolutionary 
design of basic hot-blast cupola which was safe in 
operation and could run continuously for weeks, the 
author stated. 

The lining consisted of a carbon mass in the well 
of the cupola and due to the extensive water-spraying 
of the cupola-shell, the melting zone and the upper 
part of the cupola-shell was provided with no lining 
whatsoever. Water cooling of tuyeres was sufficient 
to keep constant the diameter of the cupola-at tuyere 
level and to prevent melting of the tuyeres themselves. 
If the shell tended to burn out at the melting zone, the 
slag provided an insulation material, as it hardened 
immediately on the shell due to the water-cooling at 
this point. A slag-separator, designed on the syphon 
principle, provided a sufficiently high volume of slag 
inside the cupola. Through this slag, which was thick 
and highly basic in character, the metal was cleaned 
and desulphurized as it dropped down into the well. 
This type of cupola could be in continuous operation 
for as long as eight weeks without any need for 
lining patching or repair, the author disclosed. 


( 
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The main advantages of a basic hot-blast cupola 
were summarized as follow: High carbon-pick-up, 
along with metal of very low-sulphur content and 
gas-free, and the possibility to melt continuously for 
long periods. Such a unit could be very suitable for 
foundries requiring high tonnage without variation 
in metal quality. 


Instrumentation 


A modern hot-blast cupola could not be operated 
successfully without the proper instrumentation, Mr. 
Tunder went on to say. Both economic and metal- 
lurgical advantages of hot-blast plant could only be 
realized when the plant was controlled through proper 
instruments and the melting conditions maintained 
continuously at an optimum value. One of the most 
important of these control units was the combustion- 
air volume and pressure-recorder, the author stated. 
To guarantee satisfactory performance and to prevent 
damage to the recuverator, temperatures at four points 
should be measured, viz: (a) the combustion-chamber 
temperature; (b) the blast temperature; (c) the cupola- 
gas temperature, and (d) the temperature of combustion 
gases at the top of the recuperator. 


Charging Equipment 
The choice of the correct charging hoist and weigh- 
ing equipment for a cupola installation was of great 
importance, said the author. This equipment had 
to save labour and at the same time ensure that the 
charge was of the required composition. Even today 
in many foundries the problem was not given the 
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attention required and one could see old-fashioned and 
inefficient charging equipment still in use. Full 
advantage of modern hot-blast cupolas of the types 
illustrated could only be obtained when this problem 
was solved. 

At the conclusion of the lecture, two films were 
shown depicting the operations of various types of 
hot-blast cupolas, the “shaking ladle” and the * LD” 
process. A lengthy and animated discussion followed 
the presentation of the paper and the films and at 
10.30 p.m. the president had to end the discussion and 
called on Dr. J. Cannon to propose a vote of thanks. 
Dr. Cannon complimented the author on the excel- 
lence of his paper and of the films shown, also con- 


gratulating him on his admirable handling of the 
discussion. 


The vote of thanks was heartily applauded. 


Natal Section 


The September meeting of the Natal section took 
the form of a “Problems” evening, under the chair- 
manship of the’ president, Mr. J. Robertson. There 
were three speakers and three subjects as follow: 
Mr. A. Patterson on: “To pour from the Top or 
the Bottom?”; Mr. A. Mitchell on: “Casting a Rope 
— and Mr. F. V. Rice on “Casting a Thin 
Plate.” 


ORDERS WORTH more than £500,000 for over 200 six- 
wheeled, ten-ton tipping lorries have been received 
from Australia by Albion Motors, Limited, Glasgow. 


Fic. 1.—Outline sketches respectively of (a) and (b) acid-lined and basic-lined hot-blast cupolas, and (c) 
a pair of hot-blast cupolas provided with a radiation type of recuperator. 
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British Blast Furnaces in the Third 
* 
Quarter, 1960 
Derbyshire, Leicestershire, Notts, Northants, and Essex. 
In blast at end of the third quarter, 1960. Weekly | Total 
average | existing 
Name of firm. Foundry in at 
Hema- | Basic. and Ferro- | Total. blast. | end of 
tite. forge. | alloys. q 2. 
ford Motor 1 1 1 1 
Holwell Iron .. _ _ 1 — 1 1 4 
Renishaw Iron .. 1 1 2 2° 
Sheepbridge .. 2 2 2 2 
Stanton Ironworks: Stanton-by-Dale -= 2 3 — 5 5 5 
Staveley Iron & Chemical “= 1 3 — 4 4 4 
Stewarts and Lloyds: Corby « 4 4 4 4 
Wellingboro’ Iron 2 2 2 3 
TOTAL 12 9 20.3! 25 
Lancashire (excl. N.-W. Coast), Denbighshire, Flintshire, and Cheshire. 
Brgmbo Steel Works .. as 1 oa — 1 1 1 
Darwen & Mostyn Iron 1 1 1 2 
Lancashire Steel Manufacturing os 2 = 1 3 3 4 
Summers, John 2 2 1-9 2 
TOTAL — 5 _ 2 7 6.9 9 
North-West Coast. 
Barrow Ironworks 2 2 2 
Millom Hematite Ore & Iron 2 2 2 3 
United Steel: Workington 2 -- a 1 3 3 3 
TOTAL 6 1 7 7 11 
Lincolnshire. 
Appleby-Frodingham Steel 4 + 4 
L ht’s Scunthorpe Works 3 3 3 3 
Thomas, R., & Baldwins: Redbourn 3 3 2-3 3 
TOTAL 10 10 10 
North-East Coast. 
Consett 3 3 2.7 3 
Dorman (Steel): “Acklam 2 2 2 4 
Bessemer — 2 = 1 3 3 3 
Lane 2 2 2 2 
Gjers, Mills 2 2 2 3 
Skinningrove Iron -— 2 — — 2 1.9 3 
South Durham Steel & Iron: 
West Hartlepool — 2 — — 2 2 3 
Cargo Fleet 2 2 2 3 
TOTAL 15 — 1 18 17.6 26 
Scotland. 
& Scottish Steel: 1 1 2 2 4 
1 1 1 2 
Colvilles: “Clyde Tron Works 3 3 3 3 
ve 1 1 1 1 
TOTAL — 5 2 —- 7 7 10 
South Wales and Monmouthshire. 
Guest Keen Iron & Steel: Cardiff _ 2 1 — 3 3 4 
Thomas, R., & Baldwins: Ebbw Vale —_ 3 = oo 3 2.5 3 
Steel Company of Wales: Margam .. 4.5 5 
TOTAL -- 9 1 — 10 10 12 


(These tables are C7 Grcnah the courtesy of the British 


Iron and Steel Federation.) 


THOos. FIRTH AND JOHN BROWN, LIMITED, 
Limited, Shef- 
entertained 300 pensioners to a 
Christmas tea in the works canteen on 


and Firth-Brown Tools, 
field, 


December 21. 


the staff of Darwins, 


Mr. F. THOMPSON-SCHWAB, chairman of 
the Darwin Group, presented long-service 
awards and group education awards to 
Limited, Tinsley, 
Sheffield, on December 19. 
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Gilt-Edged 
Prospects 


Speaking at an “ Open 
Evening” for foundry 
trade apprentices at 
the Walsall Technical 
College, Mr. J. B. 
McIntyre, senior lec- 
turer at the National 
Foundry College, 
Wolverhampton, said 
that foundry work was 
“the only vocational 
gold mine left in indus- 
try,” with considerably 
better prospects than 
could be found any- 
where else in Britain. 
In no_ other sphere 
could the non-graduate 
progress so far. At 
first sight, he said, the 
foundry lacked the 
glamour of the auto- 
mobile and engineering 
industries, but _ the 
foundry industry, where 
there was no limit to 
opportunities for the 
brilliant, also had a 
place for the man who 
wanted a steady job. 
There was plenty of 
scope for those who 
liked precision, but in 
its 5,000 years’ history 
the foundry industry 
had always needed the 
moulder and _ pattern 
maker who was simply 
intelligent and _ ingeni- 
ous. There were big 
modern foundries for 
those who liked mech- 
anization and plenty of 
small foundries for 
who preferred 
craftsmanship. At pres- 
ent there was a tremen- 


dous shortage of trained © 


men, Mr. Mcintyre 
went on, “the work is 
not easy the 


industry offers better 
prospects for the think- 
ing man than any other. 

Mr. G. Reeve, of 
United Pattern 
Makers’ Association, 
gave an example of the 
qualities required by a 
foundryman, saying he 
now had to use every 
material from metal to 
plastic. “There is a 
wonderful _ satisfaction 
to be got from turning 


out a_ really good 
article,” he said, adding 
“foundry life 


everything to offer a 
young man.” 
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Foundry Trophy British Blast Furnaces in the Third 

Sir Fred k S e 
Quarter, 1960—continued 
National Foundry Col- 
lege, Wolverhampton, Staffordshire, Shropshire, Worcestershire, and Warwickshire. 
offered at the annual 
dinner of the Walsall In blast at end of third quarter, 1960. | Weekly | Total 
Foundry Trade Joint average existing 
Recruitment and Train- ame 0 . oundry in a 
ing Committee in April | este. | "| | | | 
last year, a trophy for 
Training Stewarts and Lloyds: Bilston 1 — — 1 1 2 
Committee has now TOTAL = 4 1 = 5 5 : 
decided that the trophy : 
shall be awarded to the Sheffield. 
outstanding fifth-year 
apprentice who will be Park Gate Iron & Steel ..| ~ 2 an - 2 | 2 2 
judged on his _all- GRAND TOTAL Se 62 13 4 87 | 85.1] 112 
round practical and 
academic ability by a 
special awards com- Weekly Average Number of Furnaces in Blast during the September Quarter, 1960, 
mittee. The form of and the Previous Four Quarters 


the trophy has yet to 


be decided, but it will 1959. 1960. 
be held each year by District. : : — 
the employer of the Sept. Dec. Mare June Sept. 
current Sir Frederick perby, Leics., Notts., Northants, and Essex | 17.7 17.6 18.8 20.6 20.3 
the winner himself will; :,ccinshire 8 8.5 10 8.4 9.3 
receive a permanent North-East Coast 15.6 16.1 16.4 17 17.6 
replica. In offering the Scotland .. 5 5.8 5.9 6.9 7 
new award, Sir Fred- tare 
° ° ou a 
erick, who is also chair- Sheffield 2 9 
man of the Stanton North-West Coast 6.6 7.4 8 8 7 
Ironworks — Company, TOTAL 74.3 77.7 83-2 84.8 85.1 


Limited, near Notting- 
ham, and of Chamber- 
lin & Hill, Limited, 
Walsall, stressed the 
need for better training in the foundry industry and 
hoped that the incentive of a prize might be a 
practical step towards it. 


Rubery Owen’s French Agreement 


Mr. Peter Spear, director of research, Rubery, Owen 
& Company, Limited, and Mr. R. D. Mills, manager 
of their foundry equipment division, recently flew to 
Paris to sign an agreement with a French manufac- 
turer, Société Parisienne de Matérial et Equipment, 
giving them selling rights for the Hallsworth automatic 
moulding system in France and French territories. 
The French company, whose trade name is Sopame, 
are among the country’s leading foundry-equipment 
manufacturers specializing in complete foundry installa- 
tions, including melting plant. Mr. R. Germain, their 
managing director, expects this British-designed auto- 
matic unit will make a considerable impact on the 
section of French industry engaged in the manufacture 
of small ferrous and non-ferrous castings. Rubery- 
Owen have licensed Sopame to manufacture certain 
parts of the equipment, but will supply the moulding 
machine itself from this country. 


Mr. M. S. GaskILL, technical director, West’s Gas 
Improvement Company, Limited, and Mr. S. J. F. 
BEALE, managing director, Derbyshire Silica Firebrick, 
Limited, have been appointed directors of WGI, retain- 
ing also their previous positions. 


The following companies have furnaces in course of construction or rebuilding :—J. Lysaght’s Scunthorpe Works; 
South Durham Steel & Iron Company, West Hartlepool Works. 


SDCE Achievement Award 


The first award to be given by the Society of Die 
Casting Engineers (America) for outstanding achieve- 
ment in the field of die-casting was presented recently 
to Mr. J. G. Rayniak, vice-chairman and director of 
manufacturing research for the Outboard Marine Cor- 
poration of Waukegan, Illinois. The SDCE Award 
is presented to an individual “for outstanding achieve- 
ment in stimulating broad usage of die-cast products, 
in creative application of scientific principles to the 
die-castings process, in accomplishment in new product 
design, in development of new process techniques and 
in fostering educational programmes. 

In his talk entitled “How Die-casting builf an 
Industry,” given at a banquet sponsored in conjunc- 
tion with the First National Die Casting Exposition 
and Congress, Mr. Rayniak said his company in 1959 
sold more than $170,000,000 worth of outboard motors, 
chain-saws, power lawn-mowers and related items. 
The cost per horsepower price of one of the company’s 
products in 1960 was less than it was in 1941. Much 
of this reduction in cost, he explained, was due to 
extensive applications of the die-casting process. The 
aluminium V-4 cylinder engine-blocks for the new 
Evinrude and Johnson outboard-motors were pro- 
duced on a 1,500-ton pressure-die-casting machine in 
the Johnson plant and this, he added, was one of the 
most significant advances in outboard power in the 
past ten years. 


HARPER ENGINEERING & ELECTRONICS, LIMITED—Mr. 
H. C. Deeprose has resigned from the board. 
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Personal 


Mr. IAN V. HENDERSON, B.A., M.A., B.SC., senior 
lecturer at Gateshead-on-Tyne Technical College, has 
been appointed principal of Inverness Technical 
College, which was officially opened by Lord Craigton, 
Minister of State for Scotland, last month. He suc- 
ceeds Mr. VERNON CHAPMAN, of Bradford, who was 
appointed to the post in January but resigned shortly 
before the official opening. 


Sir LEONARD SINCLAIR has accepted an invitation to 
join the board of Pirelli, Limited. Sir Leonard, who 
is 65, is chairman of the Valor Company, Limited, 
chairman of Fleming & British American Optical 
Industries, Limited, and a director of the Eagle Star 
Insurance Company, Limited, and the Ship Mortgage 
Finance Company, Limited. He is a former chairman 
of Esso Petroleum Company, Limited. 


Mr. Harry DouGLass, general secretary of the Iron 
and Steel Trades Confederation, has been nominated 
as deputy chairman of the British Productivity Coun- 
ci! for 1961. The chairman-elect is Sir BERTRAM 
WARING, chairman and managing director of Joseph 
Lucas (Industries), Limited, who succeeds Mr. W. J. 
CARRON, president of the Amalgamated Engineering 
Union, as chairman of the BPC in January. 


Peco Machinery Sales (Westminster), Limited, 
announce that with effect from January 1, 1961: Mr. 
J. Bruce becomes home sales manager; Mr. G. T. 
ByastT, technical sales manager, and Mr. R. E. Harpy, 
export sales manager. On reaching retirement age 
Mr. L. W. Lees relinquishes his appointment of assis- 
tant sales manager, but in view of his knowledge of 
the trade will remain in the company’s service. 


Mr. C. Lorp, chairman, Lancashire Tar Distillers, 
Limited, has been appointed president of the British 
Tar Confederation and chairman of the executive 
board for 1960-61. Mr. W. K. HutTcuison, deputy 
‘chairman of the Gas Council, and Mr. C. M. Firtu, 
of the South Yorkshire Chemical Works, Limited, have 
been elected vice-chairmen of the executive board. Mr. 
L. W. BLUNDELL has been appointed honorary 
treasurer. 

Mr. Jas. S. CHRISTIE has been appointed deputy 
chairman of Scotcros, Limited, and of Mechans, 
Limited. He has resigned as joint managing director 
of Horseley Bridge and Thomas Piggott, Limited, but 
will remain on the board as finance director. He has 
also resigned from the board of its subsidiary, Carter- 
Horseley (Engineers), Limited. Mr. V. Senior will 
remain as sole managing director of Horseley Bridge 
and Thomas Piggott. 

Sir GorRDON RaADLey has been elected a director of 
English Electric Company, Limited. Sir Gordon 
joined the boards, last July, of Marconi’s Wireless 
Telegraph Company, Limited, Marconi Instruments, 
Limited, English Electric Valve Company, Limited, 
and Marconi International Marine Communication 
Company, Limited, all members of the English Electric 
group. He retired as Director-General of the General 
Post Office last May. 

Mr. P. Hoestt has resigned from British Non- 
Ferrous Metals Research Association, where he was 
liaison officer, to take up on January 2, a position as 
corrosion and metallurgical engineer at the head office 
of Shell Chemical Company, Limited, in London. Pre- 
viously Mr. Hoesli was with Light Production, Limited, 
of Slough. He is a past-secretary and past-president 
of the Slough section of the London branch of the 
Institute of British Foundrymen. 

Mr. J. P. E. JoHNSON has been appointed managing 
director, and Mr. A. D. GaTeNsy has been appointed 
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deputy managing director, of Fleetway Manufacturing 
Company, Limited, a member of the Qualcast group 
of companies. Mr. Johnson who joined the company 
in 1941, became a director in 1945 and has been 
general manager for the past five years. Mr. Gatenby 
joined the company 15 years ago and became a director 
of the associated companies in the group in 1952. 


Crofts (Engineers), Limited, power transmission 
engineers, of Thornbury, Bradford, announce that, 
following recent alteration of the company’s articles 
of association authorizing the appointment of sectional 
directors, four executives of the company have now 
been appointed with this category; they are: Mr. E. J. 
HoLpIN, home sales director; Mr. F. ROTHERAY, Over- 
seas sales director; Mr. H. W. CAMERON, London-area 
director, and Mr. A. SPENCER, commercial director. 


Mr. F. R. Ropsins and Mr. A. M. C. Murpny have 
been appointed joint managing directors of Hall & 
Pickles, Limited, as from January 1. Mr. J. H. 
RUSSELL is relinquishing his position as managing 
director for health reasons. He will retain his seat on 
the board and also on the boards of the parent com- 
pany, Hall Engineering (Holding), Limited, and 
Improved Metal Company, Limited, another subsidiary. 
Mr. E. W. B. Davis will become general sales director. 


Mr. HerBerT E. HILL, chairman of Laycock Engi- 
neering, Limited, Millhouses, Sheffield, and of the 
Birfield Group, presented gold watches to 25 employees 
who had completed 25 years’ service with the firm on 
December 7. Mr. Hill who has himself completed 
25 years as chairman was also presented with a gold 
watch by Mr. Sidney Walker, vice-chairman of Laycock 
Engineering. During his chairmanship Mr. Hill has 
introduced many benefits, including the company’s 
— scheme and the employees’ shareholder 
scheme. 


Mr. RONALD BAXTER has been promoted to assembly 
manager for commercial heating and micro switch 
with Honeywell Controls, Limited. He joined the 
company in 1955 as a product engineer, and in May, 
1959, transferred to the production department as 
foreman of the electrical and mechanical sub-assembly 
departments in Plant 1. Mr. DoNALD R. F. MACDONALD 
has been appointed chief accountant, in place of Mr. 
JAMES MCNEILL who was recently promoted controller 
of the company. Mr. WILLIAM GARDINER has been 
appointed personnel officer with the company. 


Mr. G. W. Bone, joint managing director of Ruston 
& Hornsby, Limited, engineers, of Lincoln and Gran- 
tham, resigns this appointment on December 31, when 
he becomes vice-chairman of the company. He will 
continue as managing director of the firm’s associate 
company, Davey, Paxman & Company, Limited, of 
Colchester. Mr. V. R. PRENN, who has been joint 
managing director with Mr. Bone, will retire on 
December 31 next year, and will be succeeded by 
Mr. C. T. ALDERSON, assistant managing director, who 
is to become deputy managing director at the end of 
this month. 


Mr. FREDERICK WILLIAM CLARK, M.B.E., who is in 
charge of the brickworks of Richard Thomas & 
Baldwins, Limited, at Crowle, Scunthorpe, and is a 
ast-chairman of the East Midlands Brick Association, 
as been elected president of the Institute of Clay 
Technology. He succeeds Mr. A. MARSHALL, of Thos. 
Marshall & Company (Loxley), Limited, Sheffield. Mr. 
J. F. Booru, M.B.E., chairman of Hepworth Iron Com- 
pany, Limited, Penistone, has been elected deputy 
president. In his early days, Mr. Booth was chairman 
of the Sheffield and district branch of the former 
National Association of Clayworks Managers. 
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DECEMBER 29, 1960 


Australian Foundry Industry 


Addressing the annual meeting of the Institute of 
Australian Foundrymen (NSW division), Mr. W. But- 
terfield, director of the Department of Industrial De- 
velopment, said that the latest figures available show 
that there is a total of 817 foundries in Australia, 373 
ferrous and 444 non-ferrous, employing 7,801 and 9,404 
persons respectively, concentrated for the most part in 
New South Wales and Victoria. These two States con- 
tained 81 per cent. of Australian foundries and 
foundry personnel. 

Ferrous foundries in New South Wales employ 
2.855 persons compared with 3,073 in Victoria, but 
the average size of a ferrous foundry in New South 
Wales is nearly two and a half times that of its Vic- 
torian counterpart. 

There are 202 non-ferrous foundries in New South 
Wales compared with 153 in Victoria and these employ 
4.634 and 3,430 persons respectively. The average 
size of non-ferrous foundries is, therefore, the same 
for each State. The degree of human skill required 
for foundry work is indicated by the relatively high 
ratio of salaries and wages to value of production, 
the figure for ferrous foundries being 67.18 per cent. 
and for non-ferrous foundries 59.02 per cent. 

Mr. Butterfield then gave some interesting statistics. 
He said that from 1945 to 1952-53 the, number of 
persons employed in ferrous foundries in Australia 
increased by approximately 22.5 per cent. compared 
with nearly 29 per cent. for non-ferrous foundries. 
However, taking an index of output as being 100 in 
1952-53 it has been estimated that by 1964-65 ferrous 
foundries will have an index of output of 187 com- 
pared with 149 for non-ferrous foundries. 

Speculating about the reasons for this, he said it 
was possibly due to the important link between the 
ferrous foundry and the manufacture of motor vehicles 
where the index of output is expected to rise from 
100 in 1952-53 to approximately 190 in 1964-65. 

He said that assuming that the number of persons 
employed in foundries remains in constant proportion 
to the general growth in manufacturing employment 
it is to be expected that by 1964-65 there will be more 
than 22,000 persons employed in foundries in Australia 
and this figure will rise to 28.000 in 1969-70. 


Foundry Survey 


More information is given about this subject in a 

“Survey of Manufacturing Activity in Australia,” 
published by the Industries Division, Department of 
Trade, Canberra. 

In this survey it is stated that demand increased 
strongly for iron and steel castings during the year to 
the end of March, 1960. In the March auarter of 
1960, output of steel castings was about 10 per cent. 
above the level in the same quarter of 1959 and 
output of iron castings was between 10 per cent. and 
15 per cent. higher. 

Employment in the firms interviewed increased by 
about 5 per cent. in steel foundries and by nearly 
10 per cent. in iron foundries between March, 1959, 
and March, 1960. The industry confidently expected 
the high March level of activity to continue in the 
following months. 


Structure of the Industry 

The majority of ferrous foundries specialize in the 
use of either iron or steel although there are a few 
establishments producing castings in both. 

Steel castings, which are made in a wide range of 
carbon and alloy steels, 
engineering works 


supply parts for heavy- 


producing railway rolling-stock, 
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earth-moving equipment, mining and crushing plant 
and general machinery for manufacturing industry. 

Iron castings have a wide application for domestic 
appliances, hardware, motor-vehicle parts, public 
utilities, farm and general machinery and are made in 
both grey and alloy irons, Meehanite, spheroidal- 
graphite and malleable iron. 

Excluding captive foundries, there are nearly 350 
ferrous foundries throughout Australia, employing 
some 7,400 persons. The value of annual output in 
the industry is of the order of £A20,000,000. Ferrous 
castings are produced in ail States of the Common- 
wealth, with New South Wales and Victoria account- 
ing for about 75 per cent. of total employment. 

Information obtained from 56 firms, representing 
all sections of the industry and over 50 per cent. of 
its work force, was used as a basis for the report. 


Steel Castings 

The level of production of steel castings in all States 
in the March quarter of 1960 was substantially higher 
than in the previous year. Almost without exception, 
firms interviewed reported rises in the value of output, 
varying from 10 per cent. to as much as 40@ per cent. 
The average increase for firms interviewed is estimated 
to have been about 10 per cent., after adjusting 
for price changes and number of working days. Based 
on information obtained from the firms interviewed, 
the steel casting industry in all States except Western 
Australia, where firms could lift their output con- 
siderably, was operating at nearly 90 per cent. of 
installed capacity on shifts current in March, 1960. 
Orders from all sections of industry using steel castings 
contributed to this high rate of activity. Orders on 
hand in firms interviewed were about 30 per cent. 
higher at the end of March, 1960, than a year earlier 
and generally amounted to between two and three 
months’ production. 


Five of the firms interviewed reported exports 
totalling nearly £A200,000 for the year ended March 31, 
1960. The continuation of receipt of export orders 
has enabled one Western Australian foundry to re- 
open after being closed for almost nine months due 
to lack of work. Other castings were exported as 
integral parts of machines or spares. No imports were 
recorded. Notwithstanding the reported high level of 
activity in the industry, competition remained keen. 
Manufacturers expected production to increase by an 
average of about 8 per cent. during the next few 
months. 


Tron Castings 


The level of output of iron castings was between 
10 per cent. and 15 per cent. higher in the March 
quarter of 1960 than in the same period of 1959. The 
reported level of output varied widely among indi- 
vidual firms, the large firms in the survey showing the 
greatest increase. 

With only one exception, firms reported a satisfactory 
level of orders on hand, which in most cases amounted 
to about two or three months’ production. They were 
confident that they would continue operating at or 
above the March level. It is calculated that the 
iron-casting section of the ferrous foundries industry 
was operating at above 80 per cent. of its installed 
capacity on shifts current in March, 1960 


Imports of iron castings are mainly confined to 
pipes and tubes and fittings for pipes and tubes. Con- 
siderable exports of iron castings as parts of machines, 
vehicles, equipment, spares and fitting were made in 
1958-59, and a number of firms are seeking actively 
to extend their business in this field. 
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Australian Foundry Industry 


Stocks 


Stocks of finished castings, other than some pro- 
prietary lines manufactured by a small number of 
foundries, are not carried in this industry. 

Raw materials stocks had risen in accordance with 
companies’ increased output rates and _ generally 
amounted to between two to three month’s require- 
ments at the time of the survey. Pig-iron, coke and 
scrap are the principal raw materials and, of these, 
pig-iron and coke are in adequate supply. Some 
foundries in New South Wales reported good-quality 
scrap iron to be in short supply in that State, and 
delays in the delivery of pig-iron at times caused 
concern. Imported materials such as_ electrodes, 
nickel, ferro-alloys, bentonite, etc., were readily avail- 
able. 


Costs and Prices 


In this industry, where wage costs account for be- 
tween 30 per cent. and 50 per cent. of total costs, 
wage increases have a considerable effect on production 
costs. The total effect of basic wage and margins 
increases during the year to March 31, 1960, was 
estimated by manufacturers to have added, on an 
average, about 10 per cent. to wage costs. 


Prices for coke and pig-iron have shown only minor 
increases during the same period, but iron and steel 
scrap prices were reported to be up to 25 per cent. 
higher in some of the States. Many stee! foundries 
secured Japanese electrodes at up to 50 per cent. 
lower prices. 

On the whole, costs in steel foundries were reported 
to be up to 10 per cent. higher than in March, 1960, 
while in iron foundries the increase was smaller. 
Increased costs in this industry are generally passed 
on to customers without delay, and in the 12 months 
to March 31, 1960, increased costs were generally 
reflected in higher prices. 

Steel foundries generally lifted their prices by 
between 5 per cent. and per cent. and iron 
foundries by up to 10 per cent. The increases were 
more pronounced in New South Wales than in other 
States, where prices particularly of iron castings, were 
reported by many firms to be stable. 


Employment 

In March, 1960, employment in steel foundries 
was some 5 per cent. above the March, 1959, level, 
and in iron foundries was almost 10 per cent. higher. 
There was also an increase in the proportion of over- 
time worked in both sections of the industry. The 
increase in employment was most pronounced in 
South Australia, Queensland and New South Wales. 


_ Manufacturers expected little change in employment 
in the next six months. A shortage of moulders is 
causing some concern and is encouraging manufac- 
turers actively to pursue measures to increase efficiency 
and productivity. 


Investment 


Capital expenditure already in hand or planned 
by the firms interviewed in the year following March 
31, 1960, amounted to over £A350,000, about equally 
divided between iron foundries and steel foundries. 
More than 50 per cent. of this will be spent by New 
—. Wales firms to provide additional production 
acilities. 


.,, Acknowledgment is made to the Australian foundry journal 
Castings” as the source of this information. 
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New Patents 


(Copies of complete specifications ure obtainable from the 
Patent Office, Sales Branch, 25, Southampton Buildings, 
Chancery Lane, London, W.C.2, price 38. 6d.) 

825,152. Meigh Castings, Limited, Uckington Foundry, 
Cheltenham, and Stothert and Pitt, Limited, Lower 
Bristol Road, Bath. 

Composite articles or components of shaft-like form. 
They have a steel core and cast thereon, a casing of 
aluminium bronze, the steel core having a cross-sectional 
area of between 50 and 75 per cent. of the total cross- 
sectional area of the article (excluding any external pro- 
jections) (see also B.P. 749,249, FouNDRY TRADE 
JouRNAL, July 5, 1956). 


825,187. Compagnie de Pont-a-Mousson, Place 
Camille Cavalier, Nancy, Meurthe-et-Moselle, 
France. 

Spheroidal-graphite cast-iron ingot moulds for casting 

steel or other ferrous-alloy ingots. 


825,189. R. W. Taccone, 28, Chautauqua Boulevard, 
Erie, Pennsylvania, USA. 

Diaphragm for foundry moulding machines which 
can be replaced on the machine in a very short time. 
It is also an object of the invention to provide a new 
type of diaphragm support for this type of moulding 
machine. 


825,449. Veb (K) Schweisswerk Halle, 100a Otto- 
Stompsstrasse, . Halle (Salle), O.16, Germany. 
A method of electric arc welding for the purpose of 
repairing and/or building up iron castings, such as 
case-hardened cast-iron rolls and trunnions. 


825,454. Sintercast Corporation of America, 134, 
Woodworth Avenue, Yonkers, 2, New York, USA. 
Method and means for the production of heat-resis- 

tant articles such as turbine blades, nozzle vanes and 

guides; valves and valve parts for jet engines. The 
method involves use of liquid-phase heating at an 
elevated temperature. While heating the liquid metal 
is in contact with zirconia containing at least one 
crystallographic modifier selected from the group 
calcia, magnesia, beryllia, strontia, baria or ceria, in 
sufficient quantity to maintain the zirconia at least 
75 per cent. cubic. 


825,468. Gelor, Bohler & Company, A.G., Elisabeth- 
strasse 14, Vienna, Austria. 
An improvement in the method of continuous cast- 
ing; particularly of refractory metals. 


825,827. Anson United, Limited, 14, Albion Street, 

Castleford, Yorks. 

Coreblowing apparatus of the kind in which a resin 
and sand mixture is blown into a heated mould from a 
pressure vessel by means of compressed air through a 
suitable valve or valves into the core moulds. It is a 
feature of this invention that two heated core moulds 
are provided, capable of being filled alternately. 


825,855. Sterling Aluminium Inc., 2925, North Market 
Street, St. Louis, Missouri, USA. 
Protectors for packing ring-receiving groove walls 
of pistons made of aluminium and its alloys, or of 
magnesium and its alloys. 


825,887. Rolls-Royce, Limited, Nightingale Road. 
Derby. 

Improvements in the preparation of moulds and 
cores for use in metal casting by the lost-wax method. 
The inventors believe this Patent may find “ important 
application where it is desired to cast metal of high- 
melting point, e.g. in the region of 1,000 deg. C. or 
more.” 
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Book Reviews 


Determination of the Mechanical and Technological 
Properties of Metal. By B. M. Gliner. Published 
by Pergamon Press, Limited, Headington Hill 
Hall, Oxford; price 50s. 10d. (post free). 

Mechanical testing of- metals has grown without the 
care of proper parents.’ Its foster parents, the metal- 
lurgist and the engineer, never saw eye 0 eye on the 
question how this subject should develop. To most 
metallurgists, mechanical testing is a means to an end, 
the end being understanding of behaviour of metals 
under stress; to most engineers, mechanical testing is 
an end in itself, the end being the application of 
metais in design. Metallurgists are concentrating 
more and more on the nature of atomic movements 
and following these by such tools as- the electron 
microscope, engineers are meanwhile pulling test-bars 
weighing up to 3 cwt. 

Mr. Gliner in this book gives an engineering 
approach to the field of mechanical testing. His book 
is an engineer’s study of equipment and apparatus 
used in testing, what these are used for and how they 
should be used. The very near description of this 
book would be a mechanical testing manual. Follow- 
ing the example that “by pressing button B, money 
will be returned,’ Mr. Gliner is equally direct on 
page 63: “force a hardened steel ball with a diameter 
D into the test surface A under a known load P, 
fig. 38, the hardness of the test metal is then deter- 
mined in terms of the ball imprint diameter d” he 
says—and it is really as straightforward as that for 
descriptions of tensile, compression, torsion, shear, 
bend and high temperature testing, all dealt with in 
the book. A neat presentation catches the eye and 
drawings are made with the best engineering skill 
(never somehow attained by metallurgists). A novel 
feature in the contents of the book is that section 
which deals with methods of investigating machina- 
bility, weldability and hardenability. 

As a manual of mechanical testing this is a good 
book, but its main interest lies in its review of Russian 
techniques used in this field, for as a textbook in 
English it makes no new contribution to the subject. 
For that matter, it is a somewhat expensive publication 
in view of the non-letterpress setting used. In the end, 
the reviewer is left seriously wondering whether we 
are going a bit too far in translating so many Russian 
texts. There is a lot of charivari in Russia! 

Vv. KONDIC. 


Dead So Soon (a “Cloak and Dagger” mystery) by 
Richard Grayson. Published by Hammond, Ham- 
mond & Company, 87, Gower Street, London, 
W.C.1; price 12s. 6d. net. 

This is the third book by Richard Grayson which 
has been sent to the JouRNAL office for review. and it 
can reasonably be assumed that this book also was 
submitted because part of the action of the story 
takes place in a foundry—using the word in the broad 
sense. During the course of this “ whodunit,” readers 
are taken (along with the private investigator) on a 
tour of the Huntingham Steelworks, where steel ingots 
are being stripped from their moulds, then along to 
the soaking pits, cogging mill and finishing mill. But 
let it not be thought that the steelworks plays a large 
part in the story, for the detective follows his leads 
from a second-rate strip-tease club, and from the 
garden of a luxurious house on the edge of a golf- 
course to the seamen’s quarter in Amsterdam. During 
the course of the story, one of the suspects receives 
an anonymous letter, made up of words and letters 
which had been cut—inter alia—from pages of the 
Iron & Coal Trades Review. The reviewer has heard 
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of many of the ultimate destinations of pages from 
technical journals (some complimentary, some not), 
but this is believed to be the first time such a bizarre 
twist has been given. The book is well written and 
the characters are well drawn and convincing. Its 
perusal can be recommended as a pleasant means of 
distraction from too-serious foundrywork. 


New Catalogues 


Protective Equipment. Among a number of leaflets 
recently issued by Siebe Gorman & Company, Limited. 
from Davis Road, Chessington, Surrey, are two (num- 
bers CLOS and CLO6) which deal with various models 
of sand-blast and shotblast helmets and welders’ 
helmets and shields. Another one (No. CLO4) covers 
clothing for cold conditions and—woollen—clothing 
for hot environments. For this latter material it is 
claimed that it does not readily burn and thus gives 
moderate protection against hot particles, molten metal 
splashes, etc. For greater protection it is stated that 
clothing made from aluminium-coated materials can 
be supplied. The final leaflet (DUS/1) describes and 
illustrates the firm’s mark VIII and V.H.E. models of 
respirator, the second of which is approved by H.M. 
Inspector of Factories under the Iron & Steel Foundries 
Regulations. 


Conveyors. An interesting publication has been 
received from Rownson Conveyors, Limited, Maiden 
Lane, York Way, London, N.7—a member of the 
Baker Perkins Group. It is designated “an A to Z 
conveying service” and carries a series of pictures 
showing the application of this form of mechanical 
handling. Two pictures are included in the catalogue 
showing the use of Rownson conveyors in foundries, 
the first being a heavy-duty roller conveyor for moving 
moulding boxes from moulding to pouring, and the 
second is of a 42-ft. long natural-frequency vibratory 
conveyor used as a knockout conveyor. However, the 
most impressive picture is of an 86-ton escalator with 
106 steps, each 20-ft. wide, made by the company 
for a film set. 


Castable Wood. Plastics & Resins, Limited, 9 South 
Molton Street, London, W.1, have used a folder to 
detail the properties of Metolux quick-casting wood. 
The material consists of a special liquid resin and a 
wood powder which, when mixed, form a malleable 
paste suitable for running fillets and similar jobs. It 
takes 30 min. to set, but is then harder than wood, 
smooth and machinable with wood-cutting tools. It 
will adhere to almost any surface except rubber, and a 
bowl of this material is recommended for its mixing. 


Sawing and Cutting-off Machines. From A. & S. 
Osmond, Limited, 13, Dowry Square, Bristol, 8, have 
been received two publications. No. 216 is confined to 
illustrating and describing a high-speed abrasive-wheel 
cutting-off machine, model 0/10, in which are in- 
corporated ducts for dust extraction. The second 
publication is in the form of a six-page folder, page 
size about 74 by 54 in., yet by good layout, no fewer 
than 26 machines have been illustrated and annotated. 


Hopper-loading Unit. In publication No. CFT 554, 
Conveyancer Fork Trucks, Limited, Liverpool Road, 
Warrington, describe an elevating and tilting assembly, 
operated by an electro-hydraulic power unit. The 
unit is designed for use in single-storey buildings for 
the mechanical handling of materials which have to 
be raised and unloaded above floor level. 
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Company Meeting 


Hale & Hale (Tipton) 
STEPS TO MEET DIFFICULT CONDITIONS 


The 24th annual general meeting of Hale and Hale 
an Limited was held on December 21 at Dudley, 
rR. R. C. LepPINGTON (the chairman) presiding. 

“The following is an extract from his circulated 
statement :— 


Although this is our Golden Jubilee year, I have to 
report that trading has been difficult, for despite a 
steady increase in business during the early part of 
the year, we suffered from selling prices which were 
too low, but these, I am pleased to say, have now been 
adjusted. The order book is quite healthy, and given 
fair trading conditions, the current year should produce 
improved results. 

During the year under consideration we ceased 
production altogether from the open hearth furnaces, 
having completed the installation of the rotary furnace 
bay. Further, the new mechanized moulding plant 
has now been completed. 

Your Directors considered it advisable to make these 
changes in the shortest possible time, but production 
losses were inevitable during the changeover. The 
new plant only came into operation half-way through 
the trading year, during which period little benefit 
was felt. The new melting plant is now producing 
a first class material which is being absorbed by the 
extended mechanised plant. 

The benefit of this capital expenditure is beginning 
to accrue at an increasing rate. 

Our customers are drawn from all branches of the 
engineering industry; we do substantial business with 
the motor trade, but the major portion of this is 
concerned with castings for the. heavy commercial 
— industry, and very little with the private car 
trade. 

New outlets for our products are always being 
pursued and prospects generally are very promising. 


Subsidiaries 

Unfortunately, the Subsidiary Companies have had 
a bad year, with the exception of Hale Enamellers 
Limited, which Company has done well, and at present 
is in a favourable position both as regards production 
and order book; J. & J. Whitehouse (Tipton) Limited 
has also continued to make a useful profit. 

As regards Chatwins Limited, this Company’s posi- 
tion has been most disappointing, the result regrett- 
ably only underlining what I had to say last year 
regarding the shrinking demand for solid fuel appli- 
ances. However, steps are already in hand which I 
hope will strengthen this Company’s trading. 

Turning to J. Wakefield & Sons, Limited, as you 
know from press reports, the unfortunate publicity 
given to Oil Heaters generally closed up completely 
any sales of these products from last December, with 
the consequence that this subsidiary made a loss for 
the year. Sales of its convector heaters have, I am 
pleased to say, recommenced, but not to any large 
extent. These products now carry the official “ Kite” 
mark showing that they have passed the very stringent 
test imposed by the British Standards Institute on all 
Oil Heaters being manufactured and sold in the 
United Kingdom. Arrangements are already well in 
ae to diversify this Company’s activities in the 
uture. 
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After reviewing the financial results for the year, 
the Chairman said: 

It is customary to expect your Chairman to give 
some indication as to the expected results of future 
trading. [I do this with some hesitation, as trading 
conditions generally can disturb my forecasts, but as 
far as the Holding Company is concerned, we look 
or an improvement in profit to accrue from the instal- 
lation of the ‘new plant now that more economic 
prices are being obtained from customers. 

Special attention is being directed to the subsidiaries 
with a view to diversification and increased efficiency 
as we must expect a contribution from the subsidiaries 
to the profits of the Group. 

You may be assured that vigorous efforts are being 
made to produce a better result next year, more in 
keeping with the underlying strength and reputation of 
your Company. 

The report was adopted and the total dividend of 
20° approved. 


Company News 


CLEVELAND BRIDGE & ENGINEERING COMPANY, 
LrmitED—Net profit for the year ended September 
30, 1960, was £119,813 (£51,248), after tax of £23,000 
(£16,000). Final dividend maintained at 5 per cent. 
makes 64 per cent. and a 3 per cent. bonus is to 
be paid. 

AVELING-BARFORD, LIMITED, power-driven plant 
manufacturers, of Grantham (Lincs}—The dividend is 
raised to 20 (124) per cent. for the year ended Septem- 
ber 30, 1960. Group profits expanded to £728,333 
| ono la and the net profit is up from £203,848 to 

70,631. 


UNIVERSAL GRINDING WHEEL COMPANY, LIMITED— 
Group profit, before tax, rose from £852,585 for 
1958-59 to £1,240,021 for the 53 weeks to October 1, 
1960. The dividend is effectively increased by 5 per 
cent. to 20 per cent., tax free, as forecast, with a 
second interim, in lieu of final, of 124 per cent. 


GueEsT, KEEN & NETTLEFOLDS, LimiTED—Of the 
6.582,011 ordinary shares offered to stockholders at 
70s. a share, about 97 per cent. have been taken up. 
The remaining shares have been sold for the benefit 
of those holders to whom they were provisionally 
allotted. The one-for-six issue was to raise £22,600,000. 


CRABTREE ELECTRICAL INDUSTRIES, LIMITED—Sales 
during the year ended July 31, 1960, reached a record 
level. Net profit before tax was £45,535—16 per cent. 
higher than 1959—but, says Mr. J. A. Crabtree. the 
chairman, “it is disappointing that as a result of all 
the strenuous efforts made during the year, taxation 
negatives the result and the net profit after taxation 
shows a slight reduction.” 


Davip BRown CorPorRATION, LIMITED—Highest profit 
since 1955 was made in the year ended June 30, 1960, 
but only by careful control of overheads and an 11 per 
cent. increase in throughputs, states Mr. David Brown, 
chairman. Investment in plant, with the increasing 
order volume preventing safe reduction of inventories, 
and the “ vicious” slice of earnings taken by the Inland 
Revenue, have made it impossible to improve the liquid 
position further, Mr. Brown says. As in previous 
years no ordinary dividend is recommended. 


Mr. J. W. Garpom, of John Gardom & Company, 
and Mr. J. D. Hill, the firm’s chief metallurgist, are fly- 
ing to India on January 2 in connection with iron, steel 
and malleable foundry projects in the subcontinent. 
They expect to be there for several weeks. 
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FOR VOLCLAY 


the world’s finest WYOMING BENTONITE 
always consistent—always available 


BALBARDIE LTD., 110 HANOVER STREET, EDINBURGH 
Telephone CALedonian 3755/6/7 
ALSO AT LONDON, GLASGOW, BIRMINGHAM, LEEDS, MANCHESTER 
AND NEWCASTLE 
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Exclusive agents for the American Colloid Company, Chicago, U.S.A. | 
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Current Prices of Iron, Steel, and Non-ferrous Metals 


(Basis prices, delivered unless otherwise stated) 
December 21, 1960 


PIG-IRON 

Foundry Iron.—No. 3 Iron, Crass 2, 10-ton lots or over: 
Middlesbrough, £21 17s. Od.; Birmingham, £21 9s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.40 per cent. P 
10-ton lots or over, £23 5s. Od., delivered Birmingham, 
£23 10s. Od., delivered Grangemouth. 

Cylinder and Refined Irons.—North Zone, £25 6s. 6d.; 
South Zone, £25 9s. Od. 


.. Refined Malleable.—P, 0.10 per cent. max.; North Zone, 
£26 6s. 6d.; South Zone, £26 9s. Od. 

Hematite.—Si less than 2 per cent, S. & P. over 0.03 to 0.05 
per cent., 10-ton lots or over; N.-E. of Eng'and (local iron), 
£23 19s. Od.; Scotland (Scotch iron), Zone 8.1, £24 5s. 6d.; 
Sheffield, £25 9s. Od.; Birmingham, £25 13s. Od.; Wales 
(Welsh iron), £23 19s. Od. 

Basic Pig-Iron.—£20 3s. 0d., delivered Staffs, Derbyshire, 
Notts, Lincs, Rutland, Northants, and Leicestershire in 
10-ton lots or over. 


FERRO-ALLOYS 
(per ton unless otherwise stated, delivered) 

Ferro-Silicon (6-ton lots and over).—45 per cent. Si, 
£43 10s. Od. to £46 Os. Od., scale 15s. Od. per unit, lumpy. 
75 per cent. Si, £60 Os. Od. to £63 10s. Od., scale 15s. Od. 
per unit, lumpy. 

Ferro-vanadium.—50/60 per cent., 20s. 6d. per Ib. of V. 

Ferro-molybdenum.—65/70 per cent., carbon-free, 12s. 10d 
per lb. of Mo. 

Ferro-titanium.—20/25 per cent., 2-3 per cent. Cu, 
£250 Os. Od.; 38/40 per cent., commercially carbon-free, 
£287 Os. Od. 

Ferro-tungsten.-—80/85 per cent., 11s. 8d. per lb. of W. 


Tungsten Metal Powder.—98/99 per cent., 14s. 8d. per 
Ib. of W. 

Ferro-chrome (6-ton lots and over, lumpy).—4/6 per 
cent. C, £81 10s. Od. to £84 10s. Od., basis 60 per cent. Cr scale 
27s. Od. to 28s. 6d. per unit; over 6 per cent. C, £79 Os. Od. 
to £82 10s. Od., basis 60 per cent. Cr, scale, 27s. Od. to 
28s. 6d. per unit; 2 per cent. C,* 1s. 8d. to ls. 1ld. per 
lb. Cr; 1 per cent. C,* 1s. 8d. to Is. 114d. per Ib. Cr; 0.15 
per cent. C,* ls. 94d. to 2s. 04d. per lb. Cr; 0.10 per cent. 
C,* 1s. 93d. to 2s. Od. per lb. Cr; 0.06 per cent. C,* 
Is. lld. to 2s. 1d. per lb. Cr. 

Metallic Chromium.—98/99 per cent., 6s. 10d. per lb. 

Metallic Manganese.—94/96 per cent., carbon-free, 
£275 Os. Od.; 96/98 per cent., £285 Os. Od. 

Ferro-columbium.—65/67 per cent., Cb-+ Ta, 19s. 9d. 
per lb., Cb + Ta. 


Ferro-manganese (Standard).—78 per cent., £61 10s. Od. 


SEMI-FINISHED STEEL 

Re-rolling Billets, Blooms, and Slabs.—Basic: Soft u.t., 
100 tons & over, £31 15s. 6d.; tested, 0.08 to 0.33 per cent. 
C, 100 tons & over, £32 5s. 6d.; hard (0.41 to 0.60 per cent. 
C), 50 tons and over, £33 17s. 0d.; silico-manganese, 50 tons 
and over, £42 16s. 6d.; free-cutting, 50 tons and over, 
£35 4s. 6d. Sremens Martin Acrp (50 tons and over): Up to 
0.25 per cent. C, £40 11s. 0d.;_silico-manganese, £43 4s. Od. 

Billets, Blooms, and Slabs for Forging and for Stamping 
(50 tons and over).—Bastc: Soft, up to 0.33 per cent. C, 


* Average 68-70 per cent. 


£37 Os. Od.; basic, hard, over 0.41 up to 0.60 per cent. C, 
£38 2s. 6d.; acid, up to 0.25 per cent. C, £41 14s. Od. 


FINISHED STEEL 

Heavy Plates and Sections (50 tons and over).—Ship 
plate (N.-E. Coast), £40 7s. Od.; boiler plates (N.-E. Coast), 
£42 17s. Od.; floor plates (N.-E. Coast), £41 16s. Od.; 
angles (N.-E. Coast), £38 1s. 6d.; joists (N.-E. Coast), 
£37 17s. 6d. 

Small Bars, Sheets, ete.—Rounds and sqvares, under 3 in., 
and flats 5 in. wide and under, untested soft basic, 50 tons 
and over, £39 1s. Od.; under 10 tons to 4 tons, £40 18s. 6d.; 
under 4 tons to 2 tons, £41 3s. 6d.; hoop and strip, coils, 
100 tons and over, £38 Os. 0d.; uncoated strip mill coils, hot 
rolled, under 3 mm. to 12g., 25 tons to under 50 tons, 
£43 16s. Od.; black sheets (hand mill), 24g., 10 tons and over, 
£57 14s. 6d.; galvanized corrugated sheets, 24g., 10 tons and 
over, £68 5s. Od. 

Alloy Steel Bars.—1 in. dia. and up: Nickel, £66 7s. Od.; 
nickel-chrome, £97 1s. Od.; nickel-chrome-molybdenum, 
£109 14s. Od., in lots of 25 tons and over. 


NON-FERROUS METALS 

Copper.—Cash, £228 5s. Od. to £228 10s. Od.; three 
months, £226 0s. Od. to £226 10s. Od.; settlement, 
£228 10s. Od. 

Copper, Tubes, ete.—Solid-drawn tubes, 2s. 23d. per Ib.; 
rods, 246s. 6d. per cwt. basis; 20 s.w.g., 281s. 6d. per cwt. 

Tin.—Cash, £789 Os. Od. to £789 10s. Od.; three months, 
£788 10s. Od. to £789 Os. Od.; settlement, £789 10s. Od. 

Lead (Refined Pig).—Second half December, £63 15s. Od. 
to £64 Os. Od.; second half March, £64 17s. 6d. to 
£65 Os. Od. 

Zine.—Second half December, £78 0s. 0d. to £78 5s. 0d.; 
second half March, £78 15s. Od. to £87 17s. 6d. 

Zine Sheets, ete.—Sheets, 15g., and thicker, all English 
destinations, £120 15s. Od.; rolled zinc (boiler plates), all 
English destinations, £118 10s. 0d.; zine oxide (Red Seal) 
d/d buyers’ premises, £100 Os. Od. 

Brass Tubes, ete.—Solid-drawn tubes, 1s. 10d. per lb.; 
sheets to 10 w.g., 197s. 9d. per cwt.; wire, 2s. 83d.; rolled 
metal, 197s. 9d. per cwt. 

Brass (Brazing).—BS1400, B3, £173; B6, £222. 

Brass (High Tensile).—BS1400, HTB1, £194; HTB2 
£214; HTB3, £230. 

Gunmetal.—BS1400, LG2, £215; LG3, £225; Gl, 4%, 
£289; G1, 1%, £279. 

Phosphor Bronze.—BS1400, PB1 (AID released), £306; 
BS1400, 90/10/1, £294. 

Leaded Phosphor Bronze.—BS1400, LPB1, £237. 

Phosphor Bronze Strip, ete.—Strip, 289s. 9d. per cwt.; 
wire, 4s. Ojd. per lb.; rods, 3s. 33d.; tubes, 3s. 3}d.; chill 
cast bars, solids 3s. 34d.; cored 3s. 44d. (CHARLES CLIFFORD 

Nickel Silver, ete.—Rolled metal, 3 in. to 9 in. wide x 
0.056, 3s. 103d. per lb.; round wire, 10g. 1n coils (10 per 
cent.), 48. 3$d.; special quality turning rod, 10 per cent., 
3 in. dia., in straight lengths, 4s. 24d. All prices are net. 

Other Metals.—Magnesium, ingots, 2s. 2}d. to 2s. 3d. 
per lb.; Antimony, English, 99 per cent., £200 0s. Od. 
Quicksilver, ex-warehouse, £69 to £69 10s. Od. Nickel, 
£600 Os. Od. Aluminium, ingots, £186 0s. 0d.; aluminium 
bronze (BS1400), AB1, £244; AB2, £251. 


tr 
(4 
he 
pI 
th 
sh 
B 
| B 
B 
B 
Ww 
b 
al 
sk 
a 


DECEMBER 23, 1960 


Translation Service 


From amongst the most recently published lists of 
translations available from the Iron & Steel Institute 
(4, Grosvenor Gardens, London, S.W.1), the following 
have been selected as being of interest to founders. The 
price quoted is that for single copies, postage extra, 
there being reductions for quantities ordered. Readers 
writing for translations, or for further information, 
should mention this JoURNAL when doing so. 


BISI 1736 APPLICATION OF VIBRATION Process IN PRODUCTION 
or Cast Steet. Romanov, A, A. From a German trans. 
of the brochure ‘‘Cast Steel in Vibrating Moulds,” Oct., 
1959, Nat. Scientific & Tech. Publications for Mechanical 
Engineering Literature, Sverdlovsk. (£4 10s.) 

BISI 1905 Atrack oF IRON-SATURATED ZINC 
CHROMIUM- AND NICKEL-CONTAINING Iron. Horstmann, D. 
Arch. Eisenhiit., 1960, July, pp. 405-410. (£3 10s.) In- 
vestigations on the time and temperature dependence 
of the attack of zinc on iron containing up to 11.6 per 
cent. Cr and 10.5 per cent. Ni. Structure and growth of 
the iron-zinc-alloy layers. 

BISI 1937 Improvine THE LIFE Es HARDENED-STEEL ROLLS BY 
ADDITIONAL TemPEeRING. Fu P. Stahl u. Eisen, 
1960, Sept. 29, pp. 1347- 1348. Kee 5s.) 


Translations in course of preparation include :— 
BISI 1961 IMPROVEMENTS IN THE PHOTOMETRIC DETERMINATION OF 
Stricon. Konecny, Z, Hutn. Listy (Prague), 1959, (10), 
pp. 903-904. 
BISI 1963 EVALUATION OF QUESTIONNAIRE DATA ON THE LIFE OF 
IN Routine Wilhelm, E. 
Stahl u. Eisen, 1960, Sept. 1, pp. 1207-1211. 


MELTS UPON 


Other Translations 
The initials OTS etc. stand for the organization to 

which enquiries for the following translations should 

be made, quoting the reference numbers. Addresses 

are given at the end of the list. In this case, enquiries 

should not be addressed to BISITS. 

OTS 60-21913 USSR LiteratuRe ON AIR-POLLUTION AND RELATED 
OccuPATIONAL Diseases, vol. 4. A Survey. Anon. 1960, 
Aug., 289 pp. ($4.00.) 
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UK AEA (Risley) IGRL-T/C-95 Inrivence or CHemicaL Com- 
POSITION AND STRUCTURE ON THE HYDROGEN CONTENT OF 
Iron AND Steet. Part I. or SILICON, CARBON 
AND STRUCTURE ON THE BEHAVIOUR OF HyDROGEN IN UN- 
ALLOYED Steets. Erdmann-Jesnitzer, F., and Sabath, H. 
Arch. Eisenhiit, 1957, 28, pp. 345-53. 

DSIR M. 1778 MECHANISM of DESULPHURIZATION oF P1G-IRON. 
Korkuya, I. L. et al. Dokl. AN SSSR 1955, 101, pp. 
1065-1067. 

BTC 124 Automatic CoupLinGs. 
Chemins de Fer. 


1960). 

LC SLA 60-19149 Crack FORMATION IN THE H&AT-TREATMENT OF 
Steet, Malinkina, E. I. Obra. Treshchin. pri Term. 
Obra. Stali, Moscow, 1958. (mi. $9.60, ph. $33.30.) 

LC SLA AEC tr-4080 Inspection or STRUCTURE AND MECHANICAL 
Properties OF Propucts By MaGnetic_ ANALYSIS. 
Mikheyev, M. N. Akad. Nauk SSSR. Inst. Fiz. Metal- 
lov (Sverdlovsk) than 1958, No. 20, pp. 163-168. (mi. 
$1.80, ph. $1.80.) 

LC SLA 59-19346 New Metuop ror Rapip DsTERMINATION BY 

SpectkoGrapHic Okada, T., Nakai, and 
Kohzuma, T. Bunseki Kagaku (Japan), 1956, vol. 5, 
No. 4, pp. 203-205. (mi. $2.40, ph. $3.30.) 
EXPERIENCES WITH A RADIATION-CONVECTION RECUPERATOR FOR 
Hor-stast Cupota Furnaces. Polak J, Slevarenstvi, 
(Czechoslovakia), 1960, vol. 8, (7), July, pp. 230-236 
age translation in: Engineers’ Digest, 1960, vol. 21, 
(10), Oct. pp. 89-90. 

DSIR M 1701 STANDARDIZATION AND CLASSIFICATION oF PRECISION 
ALLoys. Smolyarenko, D. A. and Kaplan. 
Standardization, 1959, (3), pp. 13-18. 


OTS: Office of Technical Services, Department of 
Commerce, Washington 25, D.C., USA. DSIR: De- 
partment of Scientific and Industrial Research, 20, 
Chester Terrace, London, N.W.1l. UK AEA: UK 
AEA Development & Engineering Group, Risley, 
Warrington, Lancs. BTC: The Library, Research 
Department, British Transport Commission (British 
Railways Division), London Road, Derby. LC: Photo- 
duplication Service, Library of Congress, Washington, 
25, D.C., USA. SLA: SLA Translation Centre, John 
Crear Library, 86, East Rande!lph Street, New York 
16, N.Y. U.S.A. 


Lasson. Rev. Générale des 
1960, Jan., pp. 42-47 (in prep. Oct. 


PIG IRON, All Grades 


METALLIC ABRASIVES 
SHOTBLASTING MACHINERY 
FOUNDRY MACHINERY 


HEAD OFFICE 
WINCHESTER HOUSE 
OLD BROAD STREET 

LONDON EC2. 

LONdon Wall 4774 


And at: 

BIRMINGHAM 2 GLASGOW C2 
39 Corporation Street 93 Hope Street 
Midland 3375/6 Central 9969 


WILLIAM 


AND COMPANY LIMITED 


FERRO SILICON 12/14% 
ALLOYS & BRIQUETTES 
FOUNDRY COKE 
LIMESTONE 
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MOULDING SAND 
REFRACTORIES 
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News in Brief 


FOLLOWING THE success of its first conference in 
May 1959, the Institute of Materials Handling is 
organizing a second International Conference to take 
place in Southport from May 10 to 12. 

THe AMERICAN WELDING SOCIETY announces that 
practically 90 per cent. of all available space has 
been sold for its Annual Welding Exposition, which is 
to be held from April 18 to 20, 1961, in the Coliseum, 
New York. 

Mr. L. CHAPMAN, chairman of Jessop-Saville Com- 
pany, Limited, Sheffield, presented long-service certifi- 
cates to four employees with 40 years’ service at the 
firm’s 25-Years’ Service Association dinner this month. 
Mr. Robert Wallace, managing director, presented 
engraved watches to 34 employees with 25 years 
service. 

FURTHER EXPANSION is planned by John Holroyd 
& Company, Limited, the Milnrow (Lancs) machine- 
tool makers and gear specialists, when the present 
Milnrow extensions are completed next spring. A 
general expansion of the foundry and machine-shop 
at the Holfos works, Rope Street, Rochdale, is to be 
undertaken. 

Lieut.-CotoneL R. B. LeecH, chairman of Leeds 
Fireclay, Company, Limited, has informed shareholders 
that the board is discussing with an “ American Cor- 
poration of international repute” the association of 
Leeds Fireclay with the American group in the manu- 
facture in the United Kingdom of a highly-specialized 
type of refractory. 

Mr. Tom FirtH, chairman, Brightside Engineering 
Holdings, Limited. Sheffield, and Mrs. Firth, welcomed 
450 guests at the firm’s staff dance at the Cutlers’ Hall, 
Sheffield, on December 14. (Mr. Ambrose Firth, until 
recently chairman of the firm, was to have been 
the guest of honour. but was unable to be present 
through indisposition.) 

Davis & Timmins, LimireD, manufacturers and 
stockists, screw machine products and press work, have 
established a depot on the Bridgend Trading Estate for 
the purpose of serving the industrial needs of South 
Wales. A dinner commemorating the establishment 
of the depot, held at the Royal Hotel, Cardiff, was 
attended by some 60 prominent industrialists. 


THE FIRST STAGE of work at the new Mbizo township 
for Africans, on the outskirts of the Southern 
Rhodesian foundry centre of Que Que, was completed 
in time for the first families to move into the initial 
70 married quarters before Christmas. Ii is expected 
that the village will be fully occupied by 2,000 
Africans, including wives and families, by April, 1961. 


ABRAFACT, LIMITED, grinding-wheel manufacturers, 
Sheffield and Gainsborough, are making 60-in. dia. 
wheels for the grinding of saw blanks to fulfil an 
order from Australia. The firm has never before 
made such large wheels in its 30 years’ existence, and 
they may be the largest-diameter grinding wheels ever 
made in this country. A number have been completed. 
Each costs over £250. 


Davy-ASHMoRE, LIMITED, announce that their sub- 
sidiary, Davy and United Engineering Company, Limi- 
ted, has received an order worth approximately £300,000 
from the Broken Hill Proprietary Company, Limited, 
New South Wales, for the design and supply of two 
200-ton basic-oxygen converter furnaces. The furnaces 
will be manufactured at the Stockton Works of Ash- 
more, Benson, Pease & Company, Limited. 


DECEMBER 29, 1960 


Since the Sheffield University Development Fund 
was launched in the early part of the year, Sheffield 
industrialists have subscribed over £450,000 to the fund, 
it is reported by Mr. A. H. Connell, University treasurer, 
It is hoped that £500,000 mark will be passed when 
the final list is published early next year. Success 
of the fund will mean that work can be started on 
a new building project for the Metallurgy Department. 


JAMES Stotr & COMPANY (ENGINEERS), LIMITED, 
Vernon Works,, Oldham, has amagalmated with Glover 
& Main, Limited, and combined their catering equip- 
ment manufacturing resources with R. and A. Main, 
Limited. The board of James Stott & Company is 
now Mr. P. D. M. Aird, chairman; Mr. V. Stott, manag- 
ing director; Mr. J. Fisher, director and works manager: 
Mr. D. J. Cottam, director and sales manager; Mr. C. 
Warley, Mr. J. Wortley and Mr. J. M. Scott. 


THE FIRTH CLEVELAND GROUP has formed a new 
company, Firth Cleveland Steels Incorporated, with 
offices at 230 Park Avenue, New York 17, New York. 
which wiii act as selling agents in the United States 
for all companies in the steels division of Firth Cleve- 
land. Mr. Charles W. Hayward, chairman of Firth 
Cleveland, Limited, is president of the new company, 
and Mr. J. W. Tonking, managing director of Firth 
Cleveland Steel, Limited, is director and vice-president. 
The steels division of Firth Cleveland Incorporated, of 
which Mr. P. H. Garfunkel was general manager, has 
been merged with the new Corporation. 


AN INTEGRATED West Australian iron and steel indus- 
try, involving the expenditure of £80,000,000 over an 
18-year period, will be established at Kwinana under an 
agreement between the Government and Broken Hill 
Pty. Limited. Premier Brand, announcing this. said the 
project—which would create work for over 1,200 men— 
depended on a £35,000,000 standard-gauge rail link 
between Kwinana and Kalggorie. The Bill, ratifying 
the agreement, passed all stages without amendments 
in the Legislative Assembly, and strengthens the State 
Government’s moves for an early Commonwealth 
decision on the Kwinana-Kalgoorie railway line. 


IN ADDITION to contracting into the Government’s 
graduated pension scheme, which comes into force 
next April, Allied Ironfounders, Limited, has intro- 
duced life assurance cover for all employees over 18 
not already covered by the group’s staff pension scheme. 
The scheme became effective on December 1, 1960, and 
provides for the payment of £250 on the death of an 
employee from any cause whatsoever before the age 
of 65 in the case of men, or 60 in the case of women. 
Inclusion in the scheme is automatic, and lasts for as 
long as an employee remains on the payroll. The cost 
will be borne entirely by the company. The new 
scheme, which the promoters believe to be the first of 
its kind in the iron-founding industry, will cover more 
than 7,000 workers. 


“THE PROFESSIONAL ENGINEER—HiIS EMPLOYMENT 
AND DEVELOPMENT” is to be the theme of a one-day 
conference to be held by the Engineers’ Guild in the 
Connaught Kooms, Great Queen Street, London, W.C.2, 
on March 22, 1961. Chairman of the Conference will 
be Sir Hugh Beaver, president of the Guild and speakers 
will include Viscount Chandos on “ The Engineer in 
Society”; Mr. D. J. Mann (Unilever, Limited) on 
“The Engineer and the Technician”; and Mr. A. R. 
Cooper, of the Central Electricity Generating Board 
who will speak about the “ Engineer in Management.” 
The Conference is intended for managers, personnel 
officers and professional engineers, and copies of the 
programme can be obtained from the secretary of the 
Guild at 201, High Holborn, London, W.C.1. 
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see us for dust 


Machines have become more complicated, and dusts more varied 


in size and nature, but all along the line we’ve more than kept pace 


in the design and construction of equipment to control dust. 


Our current range runs from small self-contained units 


to large tailor-made installations for wet or dry collection systems. 


DALLOW LAMBERT 


DALLOW LAMBERT LIMITED 


This is a Dallow Lambert 
Wet Deduster 


It gives complete control of a 

variety of dusts, making them easily 
disposable in sludge form. 

Wet dedusters are essential, of course, 
for the collection of some explosive 


dusts. Write to us for a catalogue. 


THURMASTON 


- LEICESTER - TELEPHONE: SYSTON 3333 (7 LINES) 
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Raw Material Markets 


Iron and Steel 


During the holiday the opportunity was taken of 
carrying out essential repairs to plant and cupolas. 
Stocks of raw materials on hand were generally ade- 
quate for resumption of production and no difficulty 
was experienced in obtaining prompt delivery of 
urgent requirements. 

Many producers of castings, especially those supply- 
ing the motor industry, look to the New Year for an 
improvement in trading conditions. Those sections of 
the engineering foundries catering for many users of 
high duty castings continue to be reasonably well 
employed, but the light foundries producing castings 
for domestic utensils are hoping for better things in 
the coming months. The foundries supplying light 
castings to the building trades are more favourably 
employed, but they, together with many of the job- 
bing and textile foundries, could still undertake more 
work than they are getting at the moment. 

All grades of pig-iron are in good supply, and as 
production at most of the blast furnaces continued 
during the holiday, tonnage has been put into stock 
thus providing additional supplies for the foundries 
now. The foundries are able to obtain most of their 
requirements of scrap, although arisings are scarce, 
particularly of special grades. Deliveries of foundry 
coke, ganister, limestone. and firebricks are satisfactory. 

Work on hand at the re-rolling mills enabled them 
to resume production at good levels for most products, 
although some of these, including bright drawn bars 
and hot rolled strip, are not now so heavily in request. 
Heavy demands continue to be made for reinforcing 
rods. Most of the re-rollers have fairly good stocks 
of mild steel semis and home steelworks continue to 
send forward substantial tonnages. They are not so 
well provided with carbon and alloy steel billets, etc. 


Non-ferrous Metals 


Although the copper market is still supported by 
some bullish influences, particularly the fact that the 
market is still suffering from the last strike at Chuquica- 
mata and there is every reason to believe that a stop- 
page of work will occur at another big Chilean mine, 
El Teniente, the market has been weak on both sides 
of the Atlantic. In London the weakness has been the 
result of a relaxation of the technical supply posi- 
tion, the fresh rise in stocks last week by 855 tons to 
13,555 tons—the highest level for over a year—and, 
finally, the statistics for November released by the US 
Copper Institute which showed that stocks there had 
risen by 17,000 tons to over 130,000 tons. 

The immediate market outlook will be directly 
influenced by end of year sentiment so that there is 
little chance of the market recovering its recent price 
losses. The longer term outlook is cloudy and unless 
and until demand improves on both sides of the 
Atlantic the prospect is for prices to continue to 
weaken. In the US 30 cents a pound is still the 
quotation applicable to custom smelters and producers 
although the metal is changing hands below this price. 

Lead is a depressed market. The plight of the auto- 
mobile industry has played its part in this situation 
but there is also the factor of shipments of metal from 
the Continent to this country overloading the market. 
In any event, the LME price is now at its lowest level 
for 14 years and there is nothing in the outlook to sug- 
gest a marked reversal of the present price trend. 
In the US demand is only moderate, stocks are high, 
and continue to mount so that it was not altogether 
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surprising that the New York spot price has been 
reduced by one cent to 11 cents a pound. 

Zinc is also in the doldrums. In the UK con- 
sumers are extremely reluctant to enter the market, 
knowing as they do that there is a heavy surplus 
available and that foreign metal will continue to arrive 
in this country and keep prices low. In the US the 
long awaited break in the prite structure has now 
occurred and there have been two successive reduc- 
tions in the price—each by 4 cent a pound—in the last 
two weeks which has brought the East St. Louis spot 
quotation down to 12 cents a pound. The outlook is 
cheerless and no doubt producers will have to initiate 
further cutbacks in production if prices are to be 
stabilized at anything around their present levels. 

Tin has been a relatively steady market in London, 
although weak in the US where the price is now below 
$1.02 cents a pound. The outlook for this metal still 
looks good, as a shortfall in production is still expected 
during 1961. Last week tin stocks in LME warehouses 
gained 108 tons and now stand at 9,284 tons. 


Obituary 


Mr. JAMES GARSON, managing director in charge of 
tube production for Stewarts and Lloyds, Limited, has 
died at the age of 69. 


Mr. E. G. TRANTER, a cashier at Browns Foundry, 
Limited, Nottingham Road, Derby, for over 50 years, 
has died at the age of 82. 


The death has occurred at the age of 58 of Mr. 
W. G. AULD, a former company secretary of the North 
British Steel Foundry, Limited, Bathgate, West Lothian. 
He left the firm about nine years ago to start up his 
own business. 


Mr. E. W. Starkey, a former director of Charles H. 
PuGH, LIMITED, motor-mower manufacturers, Atco 
Works, Tillon Road, Birmingham 9, died on Decem- 
ber 11 at the age of 83. He had served 59 years with 
the firm when he retired in 1955. 


The death has occurred, at the age of 44, of Mr. 
FREDERICK BERTRAM ManrTIN. Since leaving school he 
had been a member of the staff of the Lilleshall Com- 
pany, Limited, structural engineers, of Oakengates 
(Salop), and last year was appointed merchanting 
manager of the subsidiary, the Fairmile Engineering 
Company, Limited. 


Alderman JoHN CLARK, who worked for Rolls- 
Royce, Limited, Derby, for nearly 30 years and was 
a member of the Derby district AEU for many years, 
has died at the age of 88. He was a former Mayor of 
Derby, a member of the town Council for 40 years, 
and was admitted an honorary Freeman of the Borough 
five weeks before his death. 


Mr. Davip W. T. Evans, development engineer of 
the Chesterfield Tube Company, Limited, has died from 
injuries he received in a road accident. He was 58. 
He had been associated with the ‘Tube Investments, 
Limited, group for 24 years and he joined Chesterfield 
Tube, where he was in charge of the construction and 
development department, some 10 years ago. 


Former secretary and director of the Chesterfield 
Tube Company. Limited, Mr. WINN 
SINDLE, has died at the age of 81. He joined the com- 
pany, a member of the Tube Investments, Limited, 
group, from a firm of accountants and was appointed 
secretary in 1923 and a director in 1944. He retired 
10 years ago, but continued in an advisory capacity. 
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Baker Perkins Foundry Machinery 


at work... at Mansfield Standard Sand Co. Ltd. 


This Clay Slurry Plant was built at Mansfield by Baker Perkins. 


Clay is added to standard sand in quantities which vary 

to suit the foundry customer concerned. The plant includes 
a Simplex Mixer, a storage tank, a vibratory screen (to 
remove oversize material) and pumps. An immersion heater 
prevents winter freezing. This is one of the many examples 
of machinery for the foundry and allied industries by 
Baker Perkins—the firm that supplies the complete range. 


Write today for details. 


Baker Perkins Ltd. 


Engineers 
BEDEWELL DIVISION - HEBBURN-ON-TYNE - Co DURHAM 
PHONE: JARROW 897124 BP/FII 


ite 


HISTORICAL NOTE 


Mansfield Standard Sand Company 
has been supplying Foundries for 
one and a quarter centuries and 

is the sole producer of Mansfield 
Moulding Sand—known throughout 
these islands and the world over 

for its ‘standard’ quality. 

The Company is now producing a 
new range of ‘standards’ by blending 
natural sands to give constant 


strength and a choice of several 


controlled permeabilities. 
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CLASSIFIED ADVE RTISEMENTS 


DECEMBER 29, 


PREPAID RATES: 


Twenty words for 10/- (minimum 


charge) and 4d. per word thereafter. Box numbers 
2/6 extra per insertion (including postage of replies). Situations wanted 2d. per 


Advertisements 
first post Monday adv 


ertisements can normally be 


(accompanied by a ttance) and replies to Box Numbers should be addressed to the Advertisement 
Manager, Foundry Trade 17/19, John Adam Street, Adelphi, London, W.C.2. If received by 


ted in the following Thursday’s issue. 


SITUATIONS WANTED 


ENGINEER (40), A.M.I. PlantE., 
M.I.B.F., seeks new post. Good 
modern mechanised foundries 
and machine shops. Installation, main- 
tenance, planning, development, malleable 
grey iron, steel. Salary £1,500—£2,000. 
Assistance with housing. Box CE%46, 
Founpry Traps JOURNAL. 


FOUNDRY EXECUTIVE with wide 

experience in management combined 
with first class practical knowledge of 
modern production methods for C.I. an 


non-ferrous castings. Has ability to 
organise and control large foundry and 
make it pay. May be able introduce 


new business. Box WW520, Founpry 


TRADE JOURNAL. 


AN TIVE, A.M.LB.F., seeks change, 20 
years’ aluminium gravity die- 
castings, good knowledge of CO, and 


shell coremaking. Birmingham area, Box 
NF515, Founpry Trape JouRNAL. 


OUNDRY METALLURGIST (City & 
Guilds), experienced iron and steel, 


CO, and shell- Radiographic 
inspection. Available _ January. Box 
FM521, Founpry Traps JOURNAL, 


SITUATIONS VACANT 


ATTERNMAKERS (wood and metal) | 


Excellent wages and 
Permanent positions. 
wall, 


required. 
lenty of overtime. 
TANDARD Pattern Co. Lrp., 254 B 
Stamford StS WA 6875. 


_ SITUATIONS VACANT—contd. 
AUSTRALIAN opportunity. TECH 
NICAL SALES ENGINEER 
required by leading manufacturers of 
foundry equipment after initial training 
period England to work permanently in 
Australia resident Adelaide area. Pro- 
gressive position for ambitious man with 
plant sales and administrative experience. 
Write fullest details experience, salary, 
etc.. to Box No. 996. Dortanp_ (Crty) 
Limitep, 28, Haymarket, London, 8.W.1. 


ETALLURGIST (young qualified) re- 

quired for Investment Costing 
Foundry in Midlands. Experience 
steel investment casting essential, Good 
prospects and salary. Write, giving full 
details of age, qualifications, previous 
ow held, etc., to Box MY507, Founpry 

ADE JOURNAL. ~- 


Advertisers whose announce- 
ments appear under a box number 
are urged to acknowledge, however 
briefly and informally, all replies 
received. This particularly applies 
to advertisements under ‘‘ Situations 
Vacant"’; serious inconvenience 
and, sometimes, real hardship can 
be caused to applicants who receive 
no indication even of the safe 
receipt of their communication. 
Failure to acknowledge replies can 
also reflect on the good faith of 
this journal, which is responsible 
for their onward transmission. 
If it is desired to maintain anonymity, 
an acknowledgement on plain paper, 
quoting the relevant box number, is 
all that is necessary. 


SITUATIONS VACANT—contd. 


PPLICATIONS are invited from per- 
sons with suitable experience or tech- 
nical qualifications to be responsible for 
uality Control activities in a ‘Toadies pro- 
ucing steel and high alloy castings by the 
Lost ax and Shell Moulding techniques. 
The successful applicant will be expected to 
exercise his ingenuity in developing new 
techniques and improved methods of manu- 
facture. Applications with full details of 
education, qualifications and experience to 
be sent in confidence to the Personne. 
Manacer, Lrtp., East  Hecla 
Works, Vulcan Road, Sheffield, 9. This is a 
repeat advertisement. Applications received 
in response to the previous advertisement 
will receive further consideration. 


OUNDRY TEUHNICIAN who has 
completed his National Service re- 
quired for Grey Iron and Bronze Foundry 
Green Sand, . process and Shell 


oulding). 

Experience of Sand Control essential. 
‘Opportunity to develop Sands section of 
he Laboratory. 

Salary according to experience and 
qualifications 


Apply ManaGer, NEWMAN, 
& . Ltp,, Woodchester, Stroud, 
08. 


RAUGHTSMAN 
NING ENGINEER with experience 

of Aluminium and Tike Pressure Die- 
casting required by progressive Company 
in orth- - London. Permanent 
monthly staff intment and Pension 
Scheme. Substant 1 salary to 
man. 


the Parent 
Strode Road, London, N.W.10 


Applications are invited for a 


FOUNDRY 
SUPERINTENDENT 


with a leading North Midlands 
Engineering Company. 

Applicants should have first class 
technical ability and a practical 
knowledge of all aspects of High 
Grade Iron Foundry production 
including mechanised, semi- 
mechanised, jobbing work from 
small to 15 tons in Drysand, Loam 
and CO2 Process. Knowledge of 
Nodular Iron production also 


necessary. 
Initiative and executive ability 
absolutely essential. 
Superannuation scheme available 
and assistance will be given with 
housing. Excellent prospects for 
the right man but only a first class 
good 

nowledge of shop mana 
should apply. 


BOX AA506, FounpRY TRADE 
JOURNAL 


essential. 


Five day week. 


te 


DEANS & SON (Yorkshire) LTD., 


GROVEHILL, BEVERLEY, 
EAST YORKSHIRE 


PLANNING ENGINEERS required by Progressive 
Company of Aluminium Founders and Light Engineers. 


Applications are invited from ambitious young men 
apprenticeship trained in foundry work. 


Previous planning experience is desirable though not 


These are Staff positions and carry good salary and 
conditions, Superannuation scheme. 


Housing facilities discussed at interviews. 
Please send full details—age, training, experience, etc. 


Personnel Officer 
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SITUATIONS VACANT—contd. 


\ ETALLURGIST. F.H, (Foundries) 
ye Ltd., Pottery Lane, Newcastle Upon 
Yyne, require energetic young Metallur- 
gist with good all-round foundry 
perience to join a happy young team of 
Executives who are successfully rebuilding 


an old-established Grey Iron Foundry 
Business. Prospects very good. Write be- 
fore January 10, stating qualifications, 
experience and salary required to start. 


ALES REPRESENTATIVE. Large 
engineering concern in the West of 
Scotland area requires a young energetic 
sales representativs to promote the sale of 
iron and steel castings in the open 
market. Applicants should be fully con- 
versant with all aspects of Iron and Steel 
Founding and have had previous sales 
experience in this field. Salary will be 
awarded in accordance with qualifications 
and experience. Apply ox 8§R963, 
Founpry TRADE JOURNAL. 


MELTING DEPARTMENT 
ASSISTANT PLANT METALLURGISTS 


jYOR control of Hot Blast Cupolas and 
Electric Arc Furnaces. Experience 
with a er Steel Melting Furnaces 
desirable. 
Qualifications—at least O.N.C. Salaried 
appointments. Contributory Superannua- 
tion Scheme, 
Details of qualifications, training, ex- 
perience, age, etc., in writing to the: 


Personnel Manager, 
LEY’Ss MALLEABLE co. LTD. 


MACHINERY WANTED 


\ ANTED. Good secondhand "planing 

machine, length of stroke 20 ft. 
approx. Apply Eacre Construction Co., 
Lrp., East Common Lane, Scunthorpe, 
Lincs, Phone 4513. 


B.S.A. Portabie Railway 
Wagon Shunter. Full details, includ- 
ing price, conditions, etc., to Ley’s MALLEABLE 
Castinas Co. Ltp., Colombo Street, Derby. 


RGENTLY REQUIRED. Salter 99T 

Weighing Machine. 5 tons x 28 Ib. 

18 in. dial with heat guard and fitted 

with hook for weighing molten metal. Tre 

Brockmoor Founpry Co. Ltp., Brockmoor, 

Brierley Hill, Staffs, Tel. No. Brierley 
Hill 77026. 


TEEL MOULDING BOXES wanted. 
26 in. square—any depth, 20 pairs. 


44 in. x 22 in. X 10 in. or near sizes, 
10 pairs. 

34 in. X 22 in. X 14 im. or near sizes, 
10 pairs. 


Beecu, Hit & Co., Greets Green 
Foundry, West Bromwich. 


Cleveland Plant and 
Machinery Co., Ltd., 


want your 


Surplus Foundry 
Plant and Forging 
Equipment 


Best prices given 


Wharncliffe House 
44 Bank Street 
Sheffield, | 
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MACHINERY FOR SALE 


SHOTBLAST MACHINES 


All sizes. Rooms or Cabinets. 
Ex stock or prompt delivery. 
Low prices. 

Try us for 
Spare parts & tungsten carbide 
nozzles. 

Fully illustrated Catalogue free 
on request 
Actual Manufacturers: 
ELECTROGENERATORS LTD. 


AUSTRALIA ROAD, SLOUGH 
Telephone: SLOUGH 22877 
35 years of satisfactory service 


CAST IRON FOUNDRY 
BOXES AND PLATES 
Mixed sizes £15 per ton. 

Available for inspection atc— 
Messrs. Geo. H. Campbell & Co., 


ATLAS WORKS, AIRDRIE 
Telephone No. AIRDRIE 2277 


TERLING Steel Moulding Boxes, as 
new condition, for sale. 33 in. x 

1g in. X 6 in. i 
293 in. xX 333 in. X 123 im. -™ Box 


MOULDING (MACHINES 


-M.M. Type RDO Jolt Squeeze turnover 
patt. draw, table 26 in. x 18 in. 
B.M.M. Type AT5. Jolt Squeeze turnover 

patt. draw, table 36 in. x 25 in. 
B.M.M. Type TO3. hand squeeze turnover, 
table 30 in. X 20 in 
Coleman-Wallwork W'T5é62a. jolt squeeze 
turnover patt. draw, table * in. X 19 in. 
ADAPTABLE Hand Ram, large size. 
Jolt Squeeze Stripper, patt. 


dra 

BRITANNTA Lift size No. 2, 
tables 22 in. x 

ALL OF FOUNDRY PLANT in 


Send us your enquiries: 
Ss. C. BILSBY & CO 
Hainge Road, Tividale, Staffs 
*Phone: Tipton 2448 


HP foliowing surplus equipment is 

offered for sale: Three 24 in. Luke & 
Spencer Duplex Grinders, with Dust Ex- 
traction, Motors and Starters. One 24 in. 
as above excluding Starter, One 12 in. 
Luke\ & Spencer Swing Grinder, Side Type 
with Motor. One 12 in. as above but 
forward type. One Roland & Co. Parting 
Machine with Motor. Enquiries to Box 
TF525, Founpry TRADE JOURNAL. 


Ro 
LADLES 


STOCK UP TO STON CAP 


E. A. ROPER & CO. LTD. 
KEIGHLEY * Phone; 4215-6 
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MACHINERY FOR SALE—contd. 
FURNACES 


30-cwt. MONOMETER oil-fired Rotary 
with Burner, Blower, Control Panel, 
Recuperator, Exhaust Box and chimney. 
Little used: seen erected. 

600-Ib. Lees-Hall C.A. Tilting with Blower 
3/50/400v. oil-fired. 

15-cwt. brass cap. Morgan C.A. oil-fired 
tilting with re-heater, m/d. blower, 
pump, oil storage Tank. 

300-Ib. brass cap. C.A. 
Thermic, tilting with burner. 

150-lb. brass cap. Askham gas- fired Bale- 
out, with blower. 

Midland Monolithic Black Seam Type 3— 
take crucible 16 in. dia. x 30 in. deep. 


gas-fired by 


Also 
All Types of Foundry Plant & Machinery 
Send your enquiries to 
s. S. & COo., 
pton 2448 
31, Hainge Reon, Tividale, Staffs. 
(Established 40 years). 


DISPOSAL, unused Monorail 
Transporter and equipment, compris- 
ing 75 12 ft. rails, 16 6 ft. carved rails, 
one power waggon plus one trailer 
waggon, plus miscellaneous equipment for 
setting up system for conveyance. Original 
cost £3,000, best offers over £650. SPEncer 
Bros., 20 Chapel St., Liverpool, 3. Tel.: 
CENtral 5262. 


AND SLINGER, complete with prepar- 
\O_ing plant, in good condition. Write 
in first instance to Box SS526, Founpry 
TRADE JOURNAL. 


Large stock of Geared Ladles up 
to 8-tons capacity. 

Several Roper Ladles and Roper 
Ladle Hoists. 

British Moulding Machine size 
A.T.3. 


Morris Screenerator. Nearly new. 

MacNab jolt squeeze Moulding 
Machine, large size. 

Pneulec 5 cwt. Capacity Core Sand 
Mixer, self-discharging motor- 
ised A.C.3 phase. 

New Bale-out and Lift-out furnaces 
Please send for illustrated leaflet. 

Sinex Knock-out Beam.  5-tons 
capacity. 

August coke-fired core Oven. 

Adaptable Moulding Machine. 

Jackman Sand Mill, S5ft. diameter. 

Four Pneulec Royer sand mixers. 

Z-ton Dial type crane weigher. 

Large stock of Moulding Boxes up 
to 24in. square. Please send for list. 
ELECTROGENERATORS LTD. 
Australia Road, Slough, Bucks. 

Telephone: SLOUGH 22877 and 22094. 


MATERIALS WANTED 


WANTED 


SCRAP ELECTRODE CARBONS 
GRAPHITE-OFFCUTS 


details of tonnages and samples to 


FINE GRINDING LTD 


Blackhole Mine, Eyam, Derbys. 
Phone: Eyam 227 
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MATERIALS WANTED—contd. 
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_ CAPACITY AVAILABLE 


DECEMBER 29, 1960 


WANTED 
URGENTLY 


Discarded Sacks, 
Slag Bags, 
Old Sacking. 


For good prices and prompt 
settiemenz sell to actual users. 


JOHN COTTON 


(JUTE) LTD. 


NUNBROOK MILLS 
MIRFIELD - YORKSHIRE 
Tel: Mirfield 3306-7 


PATENTS 


HE Proprietors of Patent No. 699318 
for ‘‘A_ Regenerative Refractory 
Furnace for Endothermically altering a 
Gaseous Material” desire to secure com- 


MATERIALS FOR SALE 


ORSE MANURE for Foundry use. 
. Consistent high quality at competi. 
tive terms. Testimonials available. 
Delivery from unlimited stocks. GrINIsTER 
Bros., Walsall, 27367. 


pulverite 


COAL DUST 


lowest in ash 


The STANDARD PULVERISED FUEL Co. Ltd 
Head Office 
STREET, WESTMINSTER 


L: ABBey 6255/6 


47 VICTORIA 
LONDON, S.W.! 


AGENCY REQUIRED 


ONDON ENGINEERS, having built 
up a large connection and turnover 
for Pressure Die Castings in this area, now 
seek to represent a Non-ferrous Sand and 
Gravity Die Foundry. We would like to 
hear trom progressive medium sized 
Company offering reliable service at com- 
petitive prices. Please reply to Box 
AR523, Founpry TRave JOURNAL. 


HEAT TREATMENT UP TO I000'C 


THE SANDHOLME IRON CO. LTD. 


TODMORDEN, LANCS. 
TOD. 526 


Largest furnace will take | 
material up to 15’-9"x11'-9"x8’-0" and 
7 tons per piece 


Continuous automatic process 
control and laboratory supervision 


\ASTINGS. —We can save your porous 

castings, ferrous or non-ferrous, by 
an eoauewa impregnation process; sample 
castings treated. . approved. — 
Recurero, Ltp., 66, South Harrow Viaduct, 
Harrow, Middlesex. Phone: Byron 1178. 


EAT TREATMENT of Iron and 

Steel. Annealing, Normalising, 
Stress Relieving and Shotblasting. Prompt 
delivery by our own transport. THe 
Rustiess Iron Co., Ltp., Trico Works. 
Keighley. Tel. Keighley 3737. 


JITREOUS ENAMELLING.—Capacity 
available for enamelling castings in 

all finishes (plain, mottle, marble, lustre. 
etc.). Prompt delivery by our own trans- 
port. Tae Rustiess Iron Co., Lrp., Trico 
be Keighley, Yorks. Tel.: Keighley 


APACITY available for Iron and Steel 

Castings, Sand and Shell Moulding, 
pattern making capacity. Enquiries 
invited: Kwnete Castines, Lrtp., Station 
Road, West Horndon, Essex. 


ALCIUM SILICIDE. Finely ground 

/ Calcium Silicide—for nodular iron- 
exothermic compositions, etc. now being 
successfully used by several foundries) at 
prices which save you money. TOXANE 
Limitep, 47 High Street, Edgware, Middle- 
sex. EDGware 6666. 


LUMINIUM CASTINGS. Don’t em- 
barrass companies with small 
orders, see us or the best possible ser- 


vice to suit your requirements. Mrtacast, 
Block 89, Wolverhampton Civil Airport, 
Pendeford, Wolverhampton. 


PATTERNMAKERS 
ATTERNS for all branches of Engin 


ee for — and Machine 
Moulding URMSTON Lawtor, Lr), 
Letchworth. 


successful castings from you 
plant. Pressurecast matchplates, pre 
cision wood or metal peice casipmes 
can be purchased quickly, competitively 
from Booth Bros. Baggrave 
Street, Leicester. Tel. 


ENRY CLUETT & CO., LTD.—Pai 

terns of all types in Wood, Meta 
and Epoxy Resin. Hong Boa by_ retura 
Quick delivery. Furlong Road, Tunstall. 
Stoke-on-Trent. Tel. 87822 


PATTERNMAKING 
LARGE CAPACITY AVAILABLE 
IN ALL BRANCHES OF THE TRADE . 


MARSDEN HIND & SON LTD. 


GUIDE BRIDGE WORKS, 
JOHN ST., 
EST 1929 : ASH 2426 


PATTERNMAKERS 
(Engineering) CO. LTD. } 
Shrewsbury Read, London, 


PATTERNS 


CASTINGS 
Phone : ELGAR 9031/2 


— 
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| | 
mercial exploitation by Licence or other- | 
wise in the United Kingdom. Replies to | 
i Haseltine Lake & Co., 28, Southampton HH _ 4 
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SUBSCRIPTION ORDER FORM. 


To the PUBLISHER 


FOUNDRY TRADE JOURNAL 


With which is incorporated “THE IRON & STEEL TRADES JOURNAL” 


TELEPHONE : JOHN ADAM HOUSE 17/19 JOHN ADAM STREET TELEGRAMS : 
TRAFALGAR 617! ADELPHI - LONDON - W.C.2 “ZACATECAS. RAND. LONDON.” 


Please send the FOUNDRY TRADE JOURNAL to the address given 


below until countermanded, for which gy see is enclosed in 


payment of One Year’s Subscription. 


Cheques and Post Office Orders to be made payable to: —INDUSTRIAL NEWSPAPERS (FUEL & METALLURGICAL), LTD. 
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COMPANY 


(PATTERNS) 


LIMITED 


FOUNDRY TRADE JOURNAL DECEMBER 29, 1960 


MANUFACTURE BOTH WOODEN AND METAL PATTERN 
EQUIPMENT FROM THE SMALLEST AND MOST INTRICATE, 
UP TO THE VERY LARGEST AND HEAVIEST TYPES 


First class workmanship by modern methods and plant 
enable us to offer reliable, prompt and competitive service 
SEND YOUR ENQUIRIES, LARGE OR SMALL TO: 

B. LEVY & CO. (PATTERNS) LTD., 1-5 OSBERT STREET, LONDON, S.W.1 
TELEPHONE : VICTORIA 1073 or 7486 


GLASS FIBRE REINFORCED 


** EPOXY” 
RESIN 


PATTERN EQUIPMENT 


AW! 


D 
Tel: ALTRINCHAM 3341 


SON RD., BROADHEATH, ALTRINCHAM, 


We have ALREADY 
supplied over 500 sets 
of Epoxy Resin Pattern 
Equipment to OVER 45 
well-known Foundries. 


Our RESOURCES and 
EXPERIENCE are at 
YOUR service! 


requirements upon request. 


CHESHIRE. * Technical Repr ives are always available to discuss your 


FLETCHER MILLER 
Telephone: Hyde 3471 (5 lines) Telegrams : EMULSION, HYDE 


ALMARINE core oils bind sand evenly and firmly 
so that accurate cores which stand up to 
considerable handling are produced with short 
ovening times. Sand mixes using ALMARINE have 
a long bench life and are equally adaptable to 

large and small cores—from the same unit mix. 


LTO, ALMA MILES - - 


COs 


= 
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Patterns 


| 31, QUAY STREET, MANCHESTER, 3. 
by Serving 
BRUSHES 
p asse HAIR — FIBRE — WIRE 


branches ’PHONE BLACKFRIARS 9510 
of of FOR ALL FOUNDRY SUPPLIES 


Paisley METALLINE 
IRON CEMENT 


— # Indispensable in ail Foundries and Engineering Shops 
CORE GUM AND ALL SIZES WAXCORE 
J. F. PASSE & CO VENTS SUPPLIED 
FORBES PLACE, PAISLEY Se 
THE METALLINE CEMENT CO., 
Telephone: PAISLEY 2553 10 MARGARET STREET, 


GLASGOW, 


For the best ROAD-BORNE Foundry Coke service in the Midlands, ask COMLEY’S. 
* If you don’t believe us—ask our customers. 


ALEXANDER COMLEY PENSNETT TRADING ESTATE, 
BRIERLEY HILL, STAFFS. 


KINGSWINFORD 3074 


BLACK SEAM AND HISEGAR BLACK SEAM 
preheated downdraught 
Linings, Patchings, Cements, Ground Fireclay. Coke, Oil or Gas Fired 
Firebricks, Foundry Sands and Compo. yout 
E MIDLAND MONOLITHIC FURNACE LINING COMPANY LIMITED 
E GOOSE LANE, BARWELL, LEICESTER Tel. Earl Shelton 2061/2 (2 lines) 
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Footmen are aloof to Bennett’s gloves — 


but they’re vital for jobs 


Awide range of quality industrial | 
Gloves, Mitts, Aprons and Cloth- | 
ing in leather, rubber, asbestos, |\\ 
plastic and various fabric mater- ! ~ 


ials are made and stocked for all 
trades and processes. Technical 
Representatives are available 
for consultation in all parts of the ‘ 
British Isles at short notice. / 


BENNETT’S 
INDUSTRIAL ChOVES 


H. G. BENNETT & CO. (Gloves) LTD. « Industrial Glove Specialists - LIVERPOOL 23 - GREat Crosby 3996/7 


ALUMINIUM MELTING FURNACES 


(bale-out or tilting) cut running costs 7 


to say nothing of being cleaner and easier to work with TI 


This is how— SI 
@ You have much closer control of your heat. You can go Th 
: up to melting point and stop there. There is no need to . “| wh 
f= waste heat beyond that point. This results in minimum e* 
losses in volatilisation. bec 
a Electrically heated crucibles have a longer life due to the : , ; Coe 
absence of flame impingement. = int: 
ay The furnace is clean to work with, of very simple “a ee 
construction, and requires little or no maintenance. 
The elements are arranged for rapid heating, and can Bee ieee Be 
be easily replaced without dismantling the brickwork. 
A throughput of 120 Ib. of aluminium per hour can be aluminium 
obtained with the AMF.4 (300 Ib. capacity). hele-out Sav 
SIZES: 50lb., 100Ib., 200Ib., 3001b., & 1000Ib. capacity. { furnace. Foi 
Other sizes gladly built to order. Tilting type 
also ‘available. rect 
THE HEDIN RANGE ys 
OF FURNACES ase 
# Aluminium Brazing, continuous or batch : Sintering, to suit all | We shall be 
temperatures : Continuous or batch annealing, with or without | glad to send you 
: atmospheres : Forced Air Circulating : Steam atmosphere, arranged | full details of 
for rapid quenching : Special tungsten furnaces up to 2,500 deg. C. : | any of our 
Glass annealing Ichrs, continuous or batch : Ceramic Kilns up to 1,400 | furnaces on — 
deg. C., tunnel or batch : Carbon resistor furnaces up to 3,000 deg. C. | request. BUCkhurst 6601-2 Al 


be cvs- 16 
Llechtic 
| 
i 
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THE NEW 


DUAL PURPOSE 


WHEELBLAST 
TURNTABLE 


SHOT BLAST PLANT 


This new machine. combines all the advantages of 
the DUAL-TABLE and ROTARY-TABLE type 
plants. With the auxiliary tables in position the 
machine is ideally suited to quantity production, 
being particularly useful for cleaning complicated 
or fragile pieces, with difficult, deep pockets. 
With the auxiliary tables removed —(the work 

of a few minutes) the plant becomes a Rotary 
Table type—a valuable general purpose machine 
for the cleaning of shallow or flat parts. 


NO LIMIT TO SIZE 


ST. GEORGES ENGINEERS LIMITED 
ORDSALL LANE MANCHESTER 5 
Phone: TRAfford Park 1207 (4 lines) Grams: ‘Georgic’? Manchester 5 


THE FINEST ANTI-STICK MOULD RELEASE AGENT FOR 
SHELL MOULDING DIE CASTING AND CO, PROCESSES 


This Ambersil product is now packed in Aerosol containers @ 


which facilitate sure and controlled application . . . sure, (J JUST A 

because the high pressure injection is a guarantee that the LITTLE 

coating will fix to every part of the mould no matter how SQUIRT 

intricate the design, and controlled because just one even ON THE 

pass over the mould surface is all that is required. MOULD 

Because of Ambersil’s composition, a film of only one micron and 

thick (one pass) gives perfect results for several cycles; this : 

saves money and time. Ambersil 

For work requiring higher temperatures FORMULA I is does the rest on 

recommended. %& Improves finish 
High heat resistant Clean 

For performance, application and economy . . . there is NO Low surface tension Inert 

mould release agent to equal AMBERSIL. * Reduces rejects + Non-inflammable 


FORMULA ONE. Price details per aerosol: 18/- singles, 17/- 4 doz., 16/- doz., 15/- 2 doz., 13/6 gross. 
FORMULA TWO. Price details per acrosol: 16/- singles, 15/- 4 doz., 14/- doz., 13/- 2 doz., 11/6 gross lots. 


AMBER OILS LIMITED, 11a Albemarle Street, London, W.1. MAY. 6161 


960 

+S 
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FINEST CEYLON PT, J MIBAGO 


Specialists in Foundry Practice 


y Kindly send us your enquiries COaiDUST, CHARCOAL, BENTONITE, 


BLACKLEAD, CORE GUM, CEREAL 
BINDER, CORE OIL, PARTING POWDER, 


FOR IRON & STEEL GANISTER, TERRA FLAKE } 
FOUNDERS AND AND : 
THE CO, PROCESS ALL FOUNDRY REQUISITES 


ISAAC & ISRAEL WALKER LIMITED 
P.O. Box No. 30, EFFINGHAM MILLS, ROTHERHAM 


Telephone : Rotherham 4033 ESTABLISHED 1831 Telegrams : ‘‘ Walkers, Rotherham” 


SWING 
FRAME 
FETTLING GRINDER 


Simple, powerful and effective with all essential 

features for the rapid removal of excess metal from 

castings and welded structures. Removing one 
pound of metal in 3 mins. 


“SCOLS” Super Iron Cement 
is made from the finest ingred- 


MADE IN ENGLAN® 


ients to rigid specification. For 
dealing with blow holes and 
other defects in foundry work, 
it has no equal. When set it 
becomes an integral part of the 
casting itself, having the same 
co-efficient of expansion as the 
metal upon which it is used. 
Withstands oil, steam or 
water. Write for prices and 
details of packing. 


Wheels 
12” dia., powered by 3 h.p. totally enclosed motor, the Foundry Industry. 
tilts at any angle and fitted with spark arrester. 


MAJOR,ROBINSON & CO.LTD. 
L. J. H. BALLINGER LTD. SCOLS’ WORKS WARWICK RD. SOUTH 
Station Rd., Woodchester, Gioucestershire. Phone: Amberley 323! MANCHESTER I6. ENCLAND 


Universally known and 
(respected throughout 


; | 
| 
4 
ge 
4 
5 
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THOS. GADD, 


ROWLEY REGIS, near BIRMINGHAM 


RIVETS of all kinds In Iron and Steel 


Telegrams: “‘Thos. Gadd, Rowley Regis.”’ 
Telephone : Blackheath 1020 Established 1830 


COKE 


FOR ALL PURPOSES 
CAWOOD WHARTON & CO. LTD. 


“ SOUTHLANDS ” ST. MARTIN’S HOUSE, 
HARROGATE. LONDON, S.E.18 
Tel. Tel. 
Harrogate 6868. Woolwich 5232. 


Metal treatment 
and Drop Forging 


A monthly journal devoted to the properties, uses 

testing and treatment of special steels and light 

alloys, and te forging technique in all its branches. 
2/6d. per copy, 30/- yearly. 


Write for a specimen copy to: 
Metal Treatment and Drop Forging 
John Adam House, 17/19, John Adam St., London, W.C.2 


Wm. REID Co. 


PATTERNMAKERS 


full facilities available for precision patternmaking 
for hand and machine moulding. 
Keen Prices—Prompt Delivery. 


Phone SOUth 0075 or write :— 


Wm. REID & Co., Cardwell Street, 
Glasgow, C.5 


DIAMOND 
SUPER-RAPID 
GRUCIBLES 


Special glazing 


T.S. WILSON & CO. 


(GRAPHITE) LTD. 
16 PHILPOT LANE, LONDON 


Tel. MAN 8138/9 


Works: EUREKA MILLS, 
ALBION PARADE, 
GRAVESEND, KENT. 


CONTACT THE SPECIALISTS 


NORWEGIAN 
OLIVINE SAND 


FOR STEEL FOUNDRIES 


More and more Steel Foundries— 
particularly in Manganese Steel, are 
turning to the use of Olivine Sand, _ } 
for its technical advantages, and in 
reducing and eliminating the silicosis 
hazard. Trial deliveries in bags can 

be arranged, with supplies in bulk 
shipments at very keen prices, for 
tonnages. 


You should enquire now for full 
details and quotations from :— 


PRODUCTION CHEMICALS (Rochdale) ITD. 


Victoria Buildings, 32 Deansgate, Manchester 3 


Telephone: Telegrams /Cables; 
Blackfriars 3396 & 385! Chemprodux, Manchester 


INT. TELEX: 66-330 
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Many Foundrymen think Wet Spark Arresters 
are a recent development and because of troubles 
experienced with some installations, usually 
caused through bad design, they tend to regard 
them with suspicion. 


We are proud that FORD MOTOR Co. selected 
TITAN Wet Spark Arresters for the 4 TITAN 
30-ton per hour Hot Blast Cupolas which we 
installed in their new Thames Foundry, the most 
modern in Europe. 


These are illustrated, the second Cupola from 
the left is ‘‘ blowing’’—note the complete 
absence of dark smoke, sure proof of efficiency. 


Photo completely untouched taken during normal 
operating conditions. 
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ENGINEERING-CO-LTD 
MESIGNERS & ACTUAL BUILDERS OF EFFICIENT FOUNDRY PLANT 
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Designed by the principal Cupola Manufaet 
in the U.K. with more than 40 years exper 
in all aspects of Cupola design and operati 


CONSIDER THESE ADVANTAGES 


Reduce Maintenance of @ Eliminate Fire Ha 
Gutters, etc., and cleaning of it’s worth approaching 
Glass and Roofs. Insurance Company. 


Protection of Paintwork, 
Roof Structures and Coat- 
ings, Glazing, etc. 


Improve Working Cond 
in Adjacent ork 
Enamelling Plants, 9 


Send for brochure No. 213 TODAY 


THE ERITH RANGE OF SANDS 


Combine a variety of selected LOAMS and SILICA SANDS of guaranteed 
quality, suitable for every appropriate foundry requirements. In all 
fundamental respects they are the outstanding sands for present-day 
practice and are tried and proved by performance and results. 


Write for illustrated Brochure and Free Samples to: ESTABLISHED 1805 
J. PARISH & CO., ERITH, KENT Telephone No.: ERITH 30256 


We know that BENEFLUX and our other exothermif 
good—why don’t you find out about them by writing 


ROBSON REFRACTORIES 
GURNEY WAY, AYCLIFFE TRADING ESTATE 
AYCLIFFE, Co. DURHAM 
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